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Compact Hot Blast 


at the right price! 


The Incandescent packaged air heater provides hot blast up 
to 500°C. in 30 minutes. Blast temperature is completely 
independent of cupola operating conditions and is consistent 
throughout the melting period. The unit is fired by gas or -” 
oil, and has an efficiency of more than 80%. It is extremely 
low in first cost, easily installed and requires little modifica- 
tion to existing plant. 
Write for details to— 
FOUNDRY PLANT DIVISION of 


THE INCANDESCENT HEAT CO. LTD., SMETHWICK, ENGLAND = 


5'9/ /59 
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DEPENDABILITY 


AUGUST-SIMPSON MMIX-IMULLERS 


A further example of August’s Foundry Equipment 
chosen by another of Britain’s greatest engineering 
corporations. 


Photograph shows an interesting detail: 


Two No. 2F size Mix-Mullers each having a batch capacity of 2,000 Ibs. The 
Mix-Mullers are charged by means of a belt feeder conveyor (with electrical 
timer) feeding into a bifurcated chute. The prepared sand is discharged on to 
a belt conveyor. 
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MOTOR CO., LTD. 
. Longbridge, 
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Sole Licensees and Manufacturers for the British Empire 


5A (excluding Canada, Australia and New Zealand) of the 

“Ui US, Ss Simpson Sand Mixer. 
LIMITED HALIFAX . ENGLAND 
Telephone: Halifax 61245/6/7/8 Telegrams: August, Halifax 





JM, 

















TRADE JOURNAL 


Vol. 106 FEBRUARY 12, 1959 No. 2209 


The Foundry and “The Bulge”’ 


The British Employers’ Confederation have addressed an appeal to their 
affiliated associations that they should train 35 per cent. more apprentices 
during the next five years, in order to cope with a corresponding increased 
percentage of school-leavers. Into the occupations to which entry is normally 
gained through apprenticeship, the present annual intake by industry is nearly 
100,000 a year. Thus, if industry were to take an additional 35,000 apprentices 
yearly for five years, it would add—without any allowance for wastage during 
training—an additional six per cent. to the number of skilled workers available. 
It is well known that firms which organize well-planned apprenticeship schemes 
do, in fact, lose a serious percentage to new industries, to firms not operating 
schemes, and as a result of emigration to under-developed countries, but such 
firms at least have the satisfaction of knowing that they are enhancing the 
general economy of the country. 

The changing nature of the foundry industry would seem to indicate that 
there will be required in the future fewer of the traditional tradesmen, but 
more mechanics, electricians, chemists and general technicians. Founders 
should give serious thought to the problems posed by these new circumstances. 
Of course, the jobbing shops, unlike the mass-production firms, will still 
require—at least so far as the foreseeable future is concerned—a steady intake 
of highly-skilled moulders and coremakers. Wherever proper training can be 
given, founders should avail themselves of the advantages offered by the 

“ bulge ” years, 1961 to 1965 (when 35 per cent. more school-leavers will be 
available) to select the best type of boy for their apprentices. They must not be 
satisfied with the left-overs from the machine shops. 

Although there has never been any real difficulty in obtaining apprentices 
to the trade of patternmaking, the system operated in Paris of substituting a 
full-time school for indentured apprentices for craft training in patternmaking, 
and, we believe, other skilled trades, is becoming of increasing importance as 
an example of a system which pays off. On their visit to France, members of 
the National Society of Master Patternmakers were satisfied that the Paris 
school did turn out craftsmen patternmakers well up to the journeyman stan- 
dard. In the past, in our own country the army has operated trade schools 
for teaching the more simple crafts—bricklaying, welding, and the like—with 
considerable success, in order to help ex-soldiers to play a useful part in 
industry. School-leavers are just as important to the future welfare of the 
country as ex-soldiers, and if industry be, at the moment, unable to meet an 
increased demand for training facilities, then we suggest the Government should 
equip schools for teaching the skilled crafts. The “ bulge ” poses something of 
a national emergency problem which demands drastic measures—not just pious 
hopes—for its proper solution. 
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IVE Notes 


In his New Year Message, Mr. J. H. Gray, chairman 
of the Council of the Institute of Vitreous Enamellers, 
referred to the 1959 Conference which this year 
is to be held as a celebration of the Institute's 
Silver Jubilee. In this respect, the Conference 
will have rather a special nature in so far as 
it will cover a four-day period, the first part of which 
will comprise works visits and the second, technical 
sessions. The Conference will be centred on London 
and in order to celebrate the Jubilee, an endeavour 
is being made for the programme to be of such a 
wide interest that overseas associates will participate. 
To this end, Mr. Gray said that notices were to be 
sent to all organizations representing vitreous enamel- 
ling throughout the world. (Details of the Conference 
programme will be published in this JoURNAL in the 
near future.) 


Mr. Gray went on to say that, during the last 12 
months, negotiations have been in progress for the pos- 
sible interchange visits of vitreous-enamelling tech- 
nicians in the USSR and this country. He was pleased 
to report that, subject to final details being agreed, 
technicians from the USSR would be visiting this 
country during April, when they would have an oppor- 
tunity of visiting a number of plants to give them a 
broad appreciation of the enamelling industry in 
Great Britain, with particular emphasis on quality con- 
trol and production methods. Technicians from this 
country would have the opportunity of visiting Russia 
during late May or early June, when similar facilities 
in that territory would be made available to them. 
Full details of the programme would be circulated in 
the near future. The first visit to Russia would be 
approximately of ten to fourteen days’ duration and 
the plants to be viewed would cover all the applications 
of vitreous enamel. For the first trip, a compara- 
tively small party was envisaged—in the region of five 
to seven persons. It was hoped, should this initial 
arrangement prove successful, that subsequent visits 
could be arranged in later years. The approximate cost 
of the fourteen days’ visit to Russia, including air 
travel, will be £250 per peison, and any members 
of the Institute of Vitreous Enamellers who are 
interested are asked to write to Mr. J. D. Gardom, the 
secretary, at John Gardom & Company, Ripley, 
Derbyshire. 


Midland Section 


The annual general meeting of the Midland section 
of the Institute, held at the Station Hotel, Dudley, on 
January 30, under the chairmanship of Mr. J. 
Bernstein, was attended by 78 members. After reading 
of the minutes, the following members were elected: to 
serve on the section committee for the 1959/60 
session:—Mr. Darrall Baldwin; Mr. A. Biddulph; Mr. 
W. A. Ball; Mr. K. Phipps and Mr. G. Legg. Mr. J. 
Bernstein, the retiring chairman, is automatically co- 
opted to the committee. Mr. D. Sleath, section hon. 
secretary, and Mr. P. Gilbert, lanternist, were both 
unanimously re-elected. 





A RUSSIAN ORDER worth £70,000 for plastics mixing 
machines has been given to the Morton Machine 
Company, Limited, Wishaw (Lanarkshire). Ordered 
by Techmachimport, Moscow, the machines are in- 
tended for plasticizing powders used in the manu- 
facture of p.v.c. 
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Forthcoming Events 


FEBRUARY 16 
Institute of Vitreous Enamellers 


ae section:—‘‘ Future of ee Pe ay ng,” by 
Gilroy and C. Vickers, 7.30 p.m., the Birminghay 
eres and Engineering Centre, , +. &— Place 
Birmingham, 2. 
Institution of Production Engineers 


Newcastle-upon-Tyne section :— * Practical ear of Pr. 
r 


duction Engineering Research,” by 5 - Galloway, 
7 p.m. at the Rutherford College of Techinology, 
Northumberland Road. 
FEBRUARY 17 
Institute of British Foundrymen 

East. Anglian section:—“ Production of an_ Automobile 
ylinder-head Casting,” by Bolton, 7.30 p.m., ip 
the Lecture Hall, Central Library, Ipswich. (Liaison mee. 


ing with members from London.) 
Slough section:—‘* Patternmaking Progress,” by B. Levy 


p.m., in the Lecture Theatre, High Duty Alloys, insite 
Slough. 
FEBRUARY 18 
Association of Bronze & Brass Founders 
Midland area:—Meeting commencing at 11.45 a.m. with report 
and discussion of the Association’s activities. Luncheo 
1 p.m. 2.15 p.m., “ Quality in Copper-alloy Castings,” } 


Frank Hudson. The meeting will be held at the Victor 


Hotel, Wolverhampton. 


snoopy of Production Engineers 


Peterborough section:—*‘ Production Control—Works Manag 
noe View Point,” by L. P. Simpson, 7.30 p.m., in the 
Conference Room, Peterscourt. 


Incorporated Plant Engineers 


Birmingham branch:—“ Foundry Machinery,” 
0 p.m., at the Imperial Hotel, 

Kent branch:— 
with 

7 p.m., 


by Mr. Cowles 

Temple Street. 

atest Developments in Industrial Aapris 

Reference to High Temperatures,” by 

at the Kings Head Hotel, High Street, 
€ 

Institute of Vitreous Enamellers 


Southern section:—‘‘ Future of Cast Iron for Vitreous Enamel. 
ing,” by J. Bernstein, a Pp. m., at the Howard Hote 
Norfolk Street, London, W.¢ 


Rochester 


Combustion Engineering Association 
~~ Western region:—* 
=. es. BE 


Use of Gas for Industrial Purposes 
Lowell, 


2.30 p.m., at the Engineers Club 


by J 
of Fue 
both at the 


Re 

Scottish area:—‘‘ Insulation of Industrial 
Lawrie, at 10.30 a.m.; and “Case Histories 
Savings,” by H. H. Grattridge, at 2.30 p.m.; 
North British Hotel, Edinburgh. 


Buildings,” 


FEBRUARY 19 
Institute of Metals 





Birmingham local section:—‘‘ Materials for Reactors,” by 
B. C. Woodfine, 6.30 p.m., at the College of Technology 
Gosta Green, Birmingham. 


North-East Metallurgical Society 


“ Metallurgical Education,” by Prof. G. V. Raynor, 7.15 p.m 
at the Cleveland Scientific and Technical Institutior 
Corporation Road, Middlesbrough. 


Institute of British Foundrymen 
Northampton and district section:—‘ Manufacture of Aircraft: 


engine Castings,” by C. W. Hicks, 7.30 p.m., at the Hind 


Hotel, Wellingborough. 


FEBRUARY 20 
Institute of British Foundrymen 


Stoke-on-Trent section:—Dinner/dance, 7 p.m. to 1 a.m., at the 


Grand Hotel, Hanley. 


FEBRUARY 21 


Institute of British Foundrymen 


Newcastle and district branch:—Annual dinmer at the Count: 
otel, Newcastle-upon-Tyne. 
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(Continued from page 148) 


Metal Distribution 


Under the old method of carrying metal across 
the foundry from the main cupola, the drop in 
metal temperature from furnace to the nearest 
mould was 100 deg. C. or more, according to the 
condition of the ladle, this being, therefore, pre- 
heated as much as possible. A further drop of 
up to 100 deg. C. could be expected when casting 
moulds containing light castings (which could ill 
afford this decrease). Then again, this metal had 
a short life or freezing rangé which made it very 
sensitive to temperature loss. By comparison, the 
new. furnace only shows a decrease of about 
45 deg. C. (furnace to mould) with no tendency to 
fall as casting proceeds. The metal is therefore 
especially suitable for small castings. 


Floor Arrangement 

In normal mechanized plants, the moulding box 
usually travels in a closed loop with moulding, 
closing, pouring, cooling, and knockout being 
repeated. The sand system, of course, returns the 
cooled and prepared sand to the moulding station 
by a conveyor system. In the case of the Author's 
production, of 100 boxes per day, a closed system 
could not be justified, and even if a smaller edition 
which produced just over 100 boxes were installed 
the extremely low rate of melting required would 
be impracticable in a cupola. It was therefore 
decided that since the overhead crane was in the 
way of any continuous-casting process, it might be 
used as overhead transport for groups of moulds. 


Trays 

Trays were constructed of 4-in. mild-steel plates, 
reinforced with 3 by 3 by ? in. angle iron. Their 
flat surface was 24-in. wide and 12-ft. long, 
which accommodated eight boxes with the handles 
outwards. Initially these trays (Fig. 12 (a)), were 
set down on the floor so that the moulder’s pro- 
cedure was the same as before. The boxes 
were carried off the machine but laid on the tray 
instead of the floor. There were some objec- 
tions to this arrangement, the moulder had to step 
up on the tray and closing was awkward. Also, 
since the pouring basins were usually in the centre 





* This paper was originally presented by Mr. Buchanan at a 
meeting of the Scottish branch of the Pnstitute of British Foundrymen, 
held in the Royal Coifege of Science and Technology, George Street, 
Glasgow. The Author, who has held the position of lecturer in 
foundry practice at the Glasgow and West of Scotland Royal 
rechnical College since 1935, is connected with John Lang and Sons, 
Limited, Johnstone. 
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By William Y. Buchanan, F.I.M é 


In this final section of his paper, Mr. Buchanan deals mainly with the 

moulding arrangements in the partiaily-mechanized foundry of John 

Lang & Sons, Limited. He describes the sand used and its effect on 

various aspects of casting quality. Discussion which followed presenta- 
tion of the paper in Glasgow is reported. 


of the box or near one side, it made pouring some- 
what difficult. 

The light construction of the tray caused it to 
warp, especially during rough handling with a 
full load. Its modification consisted of adding 
a second plate 8 in. wider and riveting a third 
angle-iron down the centre. With this arrangement 
the boxes were laid on from either side, thus 
bringing the pouring basins nearer the sides, a 
proximity convenient for casting (Fig. 12 (b) ). After 
casting one row, the tray is moved back, spun round 
and brought back for casting the other row. 
The capacity of the modified tray also increased 
from eight boxes to ten boxes; they stacked con- 
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Fic. 12.—Showing (a) the 24-in. wide tray which 
accommodated only 8 moulding boxes, and (b) the 
modified tray, 32 in. wide, which carried 10 boxes. 


veniently empty (Fig. 13), or even loaded, so long 
as the pouring cups were knocked off after casting. 
The larger green-sand boxes, used for various 
covers, are all 20 in. wide and of varying lengths up 
to 36 in.; the tray can conveniently carry these. 


Moulding Arrangements 

One of the main objects of this effort in 
organization was to conserve heat. The success of 
the scheme was very obvious, especially when the 
old-type boxes ran out at the slightest provocation. 
New boxes were then necessary so the oppor- 
tunity was taken to incorporate them in the system. 
They were supplied with plain trunnions on the 
ends so that they could be lifted by a bow and 
turned over if required. Various forms of mono- 
rail were considered in conjunction with several 
lifting devices (electrical, pneumatic, and various 
forms of chain blocks). 
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FIG. 


The use of a simple jib (shown in Fig. 14) was 
decided on and since lifting could be limited to 
raising and lowering only a few inches, the power 
could be got by a simple lever with a movement 
downwards through 90 deg. only. It was designed 
to lift freely round a ratchet wheel and push to 
lower against a friction brake. With the leverage 
nearly 8:1 the effort is a 15 lb. downwards pull. 
By adjusting the brake the effort to restrain the 
lowering can be reduced to nil. A very simple 
carriage can be constructed by using four ball 
races as wheels. A combination consisting of the 
swing of the jib and the travel of the carriage along 
the jib enables the machine moulder to place the 
box on any part of the tray. It is, of course, more 
convenient to lay down the outside row first. 


Fic. 14.—Section views showing 
the construction of the lifting 
device. 


Key:—(a) Screw to increase pressure 
on the brake pad; (b) brake-pad; (c) 
and (d) dry, and oiled side; (e) chain 
wheel; (f) ratchet wheel; (g) pawl, and 
(h) hand-lever. The load is partly or 
completely held by the brake on the 
ratchet wheel. When the hand-lever is 
pushed upwards, to lower the load, the 
pawl causes the ratchet wheel to turn 
with the chain wheel. 


END ELEVATION 


The Lifting Beam 


A lifting beam would obviously be required, 
preferably with four lifters for safety. This was 
constructed with a view to lightness as well as 
strength. Two 3 by 3 by 4 in. angle irons were 
welded together to form a T, with a large lifting 
plate in the centre and the ends thickened up to 
give a good bearing for a heavy shackle at each 
end. There is no need to have the lifters flexible 
so they were made from 3-in. round steel with a 
loop at each end. The rigidity of these lifters 
makes it easy to guide the loops on to the lifting 
points of the tray (Fig. 15), and is also convenient 
for steadying the tray during pouring. 

With the very short lifting height on the beam 
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itself there is a tendency for the beam to 
tilt when casting begins at either end. it was 
found most convenient to use two diagonal 
restraining chains which successfully reduced the 
possible tilt to a very few degrees (Fig. 16). 


Hopper 

The sand hopper was re-designed to keep sand 
from the floor, to prevent drying out; to reduce the 
effort in shovelling when filling the box, and to 
keep the machine cleaner. Overhead supply was 
not attempted because of the limited height avail- 
able; the tendency to spill too much—which would 
be troublesome—and the difficulty of getting a 
good free-running design with high batch capacity, 
Where the hopper is emptied by shovelling, it is 
easy to keep the sand on the move. Space is 
reduced so that the moulder merely turns round 
and moves only one or two steps to place the 
boxes at the furthest end of the tray as shown in 
Fig. 17. 


Closing 

It is at present neither convenient nor necessary 
to make drags on one machine, move the tray, and 
then make and close on tops on a second machine 
as was first intended. Both trays are taken to the 
furnace end of the bay and the tops are lifted by 
hand. The round trunnions are, of course, not 
very convenient for hand-closing, so hooks were 
made and the lift is done by a moulder and an 
apprentice. 
Sand 

The Scottish rock sand used for all dried work 
is of good quality, well suited to the system of 
preparation in use, and the degree of finish reflects 
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credit on the moulders. The impeller rammers 
appear to play an important part in minimizing the 
accumulation of small sand lumps. In the machine- 
moulded green-sand castings, as made previously, 
the skill in finishing was of course absent, as was 
also the good effect of the impeller rammers. Thus, 
by any standards, the finish of these green-sand 
castings before rumbling was unsatisfactory. Ex- 
cessive rumbling gave rounded edges not necessarily 
shown on the blueprint. 


The use of fine sands exaggerated all the weak- 


ness of the night-shift’s carelessness in knocking 
out, watering and aeration. One day the boxes 


fell out, the next day there was too much water 
resulting in defects due to gas, and so on. 
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present system, shown in Fig. 18, consists of knock- 
ing out over a Royer machine without addition of 
water, which produces a powdery sand free from 
dust. This is fed through 4-in. mesh vibrating screw, 
and raised to an overhead hopper which feeds a 
mill. This mill was modified from a Ronceray con- 
tinuous-type, with a flat bottom-plate, to a shallow 
pan with the rim at about 60 deg. angle. A single 
broad plough on a swivel, set touching the bottom 
of the pan, guides the sand (when the leading edge 
is against the rim) under, the rollers for milling; 
when reversed (so the trailing edge bears against 
the pan) it ploughs the sand over the edge into a 





Fic. 15. specially- 


suspended from the 
designed lifting beam. 


-Tray 


drop-bottom bucket. Thus there are only two levers 
to work, one introducing the sand, the other eject- 
ing it. There is no measuring device for the in- 
coming sand but the depth of the layer of sand in 
the mill appears to be easily judged. Additions of 
new sand, coal-dust and water are, of course, made 
direct to the mill when making facing sand, which 
is used separately. The backing sand is milled in 
the same way; with or without additions. 

Water is not run into the mill from a tap as this 
practice is liable to abuse. The addition is made 
using a suitably-sized can as a measure. The 
degree of control, now very good, was of course 
established by systematic testing and is checked 
when deemed necessary. 

Green-sand moulding is distinctly more difficult 
than dry-sand moulding. The Author has always 
preferred dry-sand for anything outside the smallest 
castings, although he is well aware that many 
foundrymen still emphasize the large castings they 
make in green-sand. This foundry only employs one 
moulder permanently on hand-moulding green-sand 
castings and the Author freely acknowledges that 
he has never known him to make a bad casting. 

In a mechanized system, any form of drying tends 
to retard production, mainly because of the time 
factor. The character of the finish of the casting, 
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and often its ultimate fate in the machine shop, is 
dependent on the actual mould face, hence the 
importance of facing sands, mould paints, etc.. 
and more recently, developments such as shell- 
moulding and other special processes.  Oil- 
sand facing and green-sand backing is satisfactory 
in many cases, even in the green state. How- 
ever, the layer is apt to be made too thick, so 
generating too much gas, especially when the cast- 


ings are more than, say, } in. thick. 


Drying 

Skin drying of green-sand moulds is quite success- 
ful on large flat surfaces, but again, if too pro- 
longed gives crumbly edges which wash readily. 
The present practice is to dust the green mould 
with resin and skin dry. The resin melts, soaks in 
and leaves a firmly bonded surface. This applies 
equally well on the runner bushes where it bonds 
small particles of loose sand. For drying, infra- 
red lamps were used, but this gave patchy drying 
and required too much time. The gas torch was 
found to be much faster and more convenient. 
particularly for dealing with large numbers of 
runner bushes when the moulds are packed closely 
on the floor prior to casting. 


In this practice, the resin is dusted on first, then 
the gas flame applied. It might be thought that 
the mould could be heated and dusted while hot. 
This, however, would be dangerous because of air- 
borne resin reaching the flame. This method has 
been very successful on large flat moulds (covers, 
etc.). No scabs or rough surfaces have appeared 
since it started. 


Running-out 


After the initial troubles have been overcome, 
and with continued improvement the metal had 
reached its best condition, the boxes began to run 
out very frequently, on the slightest provocation, 
even when the tops and drags were tightly closed 


Fic. 16.—Casting in progress. Note the two 


diagonal restraining chains. 
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Fic. 17.—Arrangement of sand hopper, moulding 
machine and tray. 


metal to metal. This of course demonstrated to 
all concerned the high fluidity, and the tendency 
was to use this as a means of judging good cupola 
performance. It also suggested a method of 
measuring fluidity by pouring through a very small 
standard orifice. While the metal was low in 
fluidity through being cold and sluggish, the manage- 
ment had been forced to increase gate areas. This 


Fic. 18.—Part of the sand plant, showing how the 
sand is raised to an overhead hopper. 
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was a Slow process involving much speculation and 
finally trial and error. When the metal condition 
improved very noticeably, this process of increasing 
gate areas was reversed. 


In studying this problem, it was necessary to 
have some basic idea of the amount of metal which 
could be introduced into the mould for a particular 
area of gate inlet. There is, of course, no such 
information readily available, and a method was 
devised using different sizes of circular gate in a 
standard block, as shown in Fig. 19. The metal 
is poured in the same way as the production 
boxes and the procedure is to run the metal 
through the standard circular orifice represent- 
ing the gate, and record the time required to 
fill the mould to an exact level. The graph (Fig. 
20) shows the information set down as lb. per min, 
of liquid metal for each size of orifice tested. 


In order to assist the patternmaker, who is con- 
tinually altering the assembly of patterns on the 
wooden plates, a table was worked out showing the 
area of the gate where the width and height are 
known. If several ingates are used, the total area 
can easily be assessed from the graph, and the area, 
and likewise the diameter, of the downgate pattern 
used to form the sprue can be estimated. It was 
also intended that, since the pouring rate must have 
a definite relation to castings of different size and 
standard geometrical shapes, some factor could be 
worked out for the weight to surface-area ratio, 
and this applied as a guide to the correct dimen- 
sions of the entire system. 


However, by the time we reached this stage, the 
percentage of scrap castings had decreased so much 
that the effort in this direction seemed less urgent, 
and from the foundry point of view, appeared to 
diverge from the practical to the academic. The 
patternmaker has a difficult job and while the 
founder may know what he wants in the way of 
gates, it is difficult to give him any clear rule which 


he can apply himself without being constantly at 
his elbow. 


Results 


The positive results achieved may be listed as 
follows :—(1) Casting surfaces are now as good as 
can be obtained. (2) The problem of gas-holes has 
disappeared. (3) Rod feeding of difficult castings 
has been eliminated entirely. (4) Block feeding has 
been eliminated entirely and yield of good castings 
raised to 75 per cent. of the ladle metal. (5) Cupola 
gases have been entirely eliminated from the 
charging stage. (6) Cupola lining-wear is neglig- 
ible. (7) Daily ganister consumption has been re- 
duced to 56 lb. (8) The composition is now uniform 
throughout the cast and from day to day. (9) The 
output has been increased 25 per cent. without 
increase in labour costs. (10) The physical effort 
has been reduced to 1 per cent. of the previous 
effort. (This is the most satisfactory aspect of the 
project from the Authors’ point of view.) (11) The 
moulding machines are now much cleaner. 
Several efforts were made to enclose all moving 
parts, but the necessity for this has now dis- 
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appeared. (12) Two machines are now spare. 
These are kept meticulously accurate, and with a 
little alteration, all machines are interchangeable 
on the foundation bolts, so that they can be 
changed in an hour or so. 


DISCUSSION 


Mr. A. I. DonaLpson, of Argus Foundry, Limited, 
asked what was the moisture content of the knock- 
out sand passing through the }-in. mesh screen? 
He had trouble passing sand containing 54 per 
cent. moisture through any size less than 4 in. and 
would be glad to know how Mr. Buchanan 
managed to screen knockout green sand without a 
large amount of reject or blockage of the screen. 

Mr. BUCHANAN replied that the sand contained 
some dry-sand and that the initial moisture was 
lower than 54 per cent. His practice was to 
collect any oversize and to mill separately and then 
to re-screen it. In this way he kept his reject sand 
to a fairly low figure. Where a higher moisture 
sand was employed he recommended the use of a 
barrel-type screen which could break up the sand 
to a certain extent. He did not handle a large 
quantity of sand, and consequently was able to 
crush and re-screen the reject sand. 

Mr. GrecG asked if Mr. Buchanan had con- 
sidered outside cooling of his cupola. THE 
AUTHOR replied that he had considered outside 
cooling. Before internal cooling was adopted as 
standard practice they had cooled the outside of a 
furnace used for melting borings. He had not 
adopted it generally as he was afraid of over-cool- 
ing metal with a short freezing range. He also 
considered that there was a risk of the outer shell 
collapsing due to repeated expansion and contrac- 
tion. He used internal tube-cooling to ensure a 
mild cooling effect, which permitted the refractory 
to get hot and so ensured hot metal. This form of 
cooling was easily constructed from standard pipe 
fittings, which could be readily obtained locally. 

Mr. CARSWELL asked if the refractory gun was 
used to line the cupola. THE AUTHOR replied that 
the gun was not used in this case. The operator 
had difficulty in a 45-in. diameter cupola and 
found it impossible in a 27-in. diameter cupola. 
The cupola was patched by hand and the con- 
sumption of ganister was about 56 lb. per heat. 

Mr. DoNALDSON asked how much lining was 
left on top of the tubes. He had found in practice 
that about 3 in. of lining was required to ensure 


Fic. 19.—Test model for measuring rate of flow 


through various sizes of orifice. 
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hot metal. Experiments in allowing the refractory 
to wear away and trust to a slag layer forming on 
the tubes had resulted in cold metal. He had a 
longer daily run than the Author and possibly this 
accounted for the greater amount of ganister used. 


THe AUTHOR replied that his tubes were set just 
below the surface of the ganister and that only a 
small amount of patching was necessary each day. 
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Fic. 20.—Graph prepared from test-mould results. 


Mr. CALLAGHAN said that he was a pattern- 
maker and was interested in the chart of ingate and 
downgate areas and would like a further explana- 
tion. THe AUTHOR replied that it was fairly 
straightforward. The width of the ingate was 
plotted as the vertical side and the height as the 
horizontal side. The point of crossing gave the 
area of the ingate and a multiplication by the 
number of ingates gave the total ingate area. 
From this figure a suitable downgate area, which 
must be greater than the ingate area, could be 
selected. 
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Industry and Taxation 


At recent meetings of the Midland region of the 
Engineering Industries Association and the Birmingham 
branch of the British Institute of Management, the 
subject of the heavy taxation imposed on industry was 
stressed by two of the principal speakers. Mr. John 
Fallon, chairman of the Incandescent group of com- 
panies, addressing the Engineering Industries Association 
said that relief from the heavy tax-burden at present 
imposed on industry could enable Britain to once again 
lead the world. He went on to say that the individual’s 
view, to-day, was a “voice in the wilderness,” but by 
collective speaking through such bodies as the Associa- 
tion, influence could be brought to bear on Government 
policy and so affect the pattern in which industry 
operated. Industry was now passing through a period 
of rapid change; one third or more workers were 
engaged in processes and industries non-existent 
30 years ago. 

Referring to the changes which had overtaken the 
steel and sheet-metal industries, Mr. Fallon said that 
had they not mechanized they would have been in 
the doldrums—now they were in the forefront. Com- 
petition in every field was growing apace. Overseas 
orders had to be fought for, and often Britain was 
blanketed out by such countries as America. Unless 
British tenders were 124 per cent. below those of the 
Americans the UK was “out of it.’ He believed 
that if the Government gave more incentive there would 
be no unemployment problem. 

Mr. Eric Clayson, a former president of the Birming- 
ham Chamber of Commerce, complained at the meeting 
of the British Institute of Management, that the 
abnormally-high rate of taxation in Britain had become 
a factor in management affairs: decisions were often 
taken by management, not on the merits of a case, 
but on whether or not the expense involved was allow- 
able for tax purposes. He also deplored the difficulty 
of providing adequate incentives for executives with- 
out becoming involved in tax “ subterfuges” which 
nobody liked. He could only suggest a lower level of 
taxation as a solution. On the problem of labour 


relations in industry, Mr. Clayson said that management 
could not succeed in directing industry until it coped 
with the professional troublemaker. 
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British Standards Institution 
B.S. 3066 : 1959 : Engineers’ Cold-chisel 


Useful as a cold chisel may be to the engincer, i 
can also be a potential “danger weapon.” A single 
blow from a hammer-head can scatter chips of metal 
from chisel and hammer, an effect which could injure 
the user—particularly his eyes. Hence, safety is a 
dominant theme in the new publication of the British 
Standards _Institution—B.S. 3066: 1959—which _ takes 
account of reports circulated by the Royal Society for 
the Prevention of Accidents. In it, the risk of mishap 
to users of cold chisels is minimized by:— 

(a) Specifying well-defined hardness requirements that 
must be met at the time of manufacture; and 

(b) requiring each tool to be marked to show the type 
of steel from which it has been made, thus reducing 
the possibility of the user’s applying the wrong 
heat treatment. 

The 19-page publication deals with the nominal sizes, 
dimensions, quality, finish and testing of flat, crosscut, 
round-nose and diamond-point chisels in oil- and water- 
hardening carbon steels and in alloy steel. Copies of 
the Standard may be obtained from the sales branch 
of the Institution, 2, Park Street, London, W.1: price 
5s. (Postage will be charged extra to non-subscribers.) 





Latest Foundry Statistics 


Light Alloys: During November, states a Press 
notice received from the Ministry of Supply, the out- 
put of magnesium castings was 160 tons. This figure 
is somewhat higher than the year’s monthly average 
of 153 tons. The production of aluminium-alloy cast- 
ings was 6,727 tons, of which 1,569 tons was from 
sand moulds, 3,588 tons as gravity-die and 1,570 tons 
as pressure-die-castings. The production was just a 
fraction lower than the monthly coverage. 





Baker Perkins’ “Demonstration Bay 


A new foundry-machinery demonstration bay at 
the Bedewell works, at Hebburn-on-Tyne, of Baker 
Perkins, Limited, was officially opened recently by 
Mr. J. F. M.. Braithwaite, vice-chairman of the 
board of directors. The bay con- 
‘tained the following machines: 
“ Taccone” diaphragm-moulding- 
machine*; a “ Turbo 60” rotating: 
drum shotblast machine: a rotat- 
ing-barrel shotblast machine, and 
a rotary-table shotblast machine 
(medium model). After the open- 
ing ceremony the “Taccone™ 
machine was demonstrated, and 
an interesting and practica! lecture 
on it given by Mr. H. Lepere. 
Conditions in the new bay are 
such that customers’ own patterns 
can be mounted and moulded, or 
their castings processed, etc. The 
accompanying illustration gives a 
general view of the bay, with (left) 
the “ Taccone ” diaphragm-mould- 
ing machine, and (right) the 
“Turbo 60” rotating-drum_ shot- 
blast machine. 





*A full description of ‘ Taccone 
plant appeared recently in the Equip 
ment and Supplies section of th: 
JournaL, 105, page 139 (July 31, 1958) 
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Recent Developments at Stokes Castings, Limited 


Thirty to forty years ago, special pipes, lamp columns, and miscellane- 
ous castings for the mines were the main products of Stokes Castings, 
Limited, of Mansfield, Notts. Before that, rainwater fittings, and even 
ornamental cast-iron flower vases, were very much in demand. 
Nowadays, however, intricate machine-teol and special-purpose cast- 
ings form by far the greater part of this foundry’s production and in 
what follows recent developments carried out have been described. 


Stokes Castings, Limited, produce castings of 
from a few ounces to three tons in weight. Irons 
melted conform to BSS 1452 and can be alloyed to 
suit customers’ requirements. Stokes have always 
paid particular attention to casting finish, which 
has become more important than ever in recent 
years. It is of interest to note that the centrifugal- 
casting process was pioneered at this foundry, a 
number of machines being invented by the late 
Mr. F. W. Stokes. Enquiries for these machines 
are to-day received from all over the world. The 
works cover an area of about 3 acres, and, being 
within 200 yd. of Mansfield market place, they 
are unusually accessible, not only to visitors but to 
the employees themselves. For nearly one hundred 
years now, Stokes’ foundry has been part and parcel 
of the town, and no doubt this fact has helped the 
company to retain that very valuable atmosphere 
of friendliness and calm which usually belongs to 
a family concern. 


General Equipment 


Stokes cater to a large extent for the customer 
who requires only a few castings off any one pattern, 
but repetition castings may be produced on roll- 
over pattern-draw moulding machines. On these 
machines, all patterns are mounted on metal plates, 
most patterns themselves being of metal and manu- 
factured on the premises. 


The foundry is well equipped with moulding 
boxes of all sizes, from 12 in. sq. up to 10 ft. sq., 
and up to 18 ft. long. There are two cupolas, 
which are used alternatively, each having a melting 
capacity of 3 to 4 tons per hour. A new building 
was recently erected which incorporates shower 
baths, changing rooms (with a locker for each 
employee), and a mess room. It has an oil-fired 
boiler, fitted with thermostatic controls for water 
and room temperatures. 


New Shotblasting and De-coring Plant 


For some years the smaller castings have been 
shotblasted in a 4-ft. sq. cabinet. For the larger 
castings a new dual-purpose plant has just been 
installed, designed to improve productivity and 
casting finish, and to solve the dust problem in the 
large fettling shop. The installation consists of a 
Jackman shotblasting and de-coring plant. 

The main foundry is served by two 10-ton over- 
head all-electric cranes, and these lift the castings 
out of the moulds when they are cool and trans- 





port them to a four-wheeled bogie fitted with a 
turntable (see Fig. I(a)). The castings, still with 
cores and adhering sand, are pushed into the shot- 
blast room, which is 14 ft. by 10 ft. and 9 ft. high, 
and large enough to take all castings normally 
produced at the works. The side and rear walls 
of the room are constructed of cast-iron plates, and 
on the exhaust side there are horizontal slots to 
take dust-laden air from the chamber to the dust- 
exhaust system. On the opposite side of the room 
pressure-fed air curtains ensure that all dust is 
blown away from the operator towards the exhaust 
side. The operator, who is completely protected 
with one-piece overalls, rubber gauntlets, and hel- 
met with pressure-fed purified air, directs the shot 
on to the cores and adhering sand, and subse- 
quently on to the castings themselves. The sand 
is rapidly removed and falls, with the spent shot, 
through the perforated floor-plates on to a scroll 
conveyor, which takes it via a bucket elevator to a 
rotary sieve, where oversize material is removed. 
The sieved material is then discharged on to a 
jigging tray which feeds it to an electro-magnetic 
drum, which separates the shot and allows non- 
magnetic material to pass on to a waste chute. 
The shot then goes to a pneumatic cleaner, after 
being de-magnetized, and is then returned to the 
shotblast unit. This unit is designed for working 
pressures up to 80-lb. per sq. inch, and is fully 
automatic. In spite of the large amount of sand 
which has to be removed, particularly from larger 
castings with complicated cores, general con- 
ditions and visibility for the operator are good. 


Dust-extraction Equipment 


The dust-extraction equipment is of the dry type, 
and is connected by piping to the outlet baffle box 
fitted to the outside of the room wall-plates. Only 
clean air passes to the fan, which is of sufficient 
capacity to give seven air changes per minute. 
Compressed air is supplied by a new motor- 
driven twin-cylinder Broom & Wade compressor, 
having a capacity of 300 cub. ft. per min. This 
compressor is driven by a 70-h.p. slip-ring pro- 
tected-type motor, by means of vee-belts. An after- 
cooler is incorporated, cooling being effected by a 
centrifugal pump which circulates the water 
through a special spiral-grilled pipe-cooler, de- 
signed and made by Stokes themselves. Ample 
air-main and receiver capacity has been installed, 
which will shortly be linked up with the original 
compressed-air plant, in order that production 
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could be maintained in the event of a major break- 
down. The atmosphere of the fettling shop is now 
free from the large amount of dust usually en- 
countered where stripping and cleaning of sand 
castings have to be carried out. 

Fig. 1(a) shows a special 24-ton nickel-iron bed- 
plate which has been placed on the bogie after 
being removed from its mould. Special supports 








BETWEEN THE WARS Siemens Edison Swan, Limited, 
supplied many thousands of light tubular-steel 
“ Farmers’ ” telephone poles to overseas markets. They 
were used in all parts of the world for carrying two- 
wire overhead telephone lines to outlying farms and they 
are still much in demand. Recently on a visit to 
Nigeria, Mr. P. R. Watson, eastern area manager for 
Siemens Edison Swan (Export), discovered a large 
number of the poles which had been recovered at Jos. 
They were still in a non-corroded state after 40 years 
in the ground. 
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Fic. 1(a).—Special high-tensile-strength _ nickel- 
cast-iron bedplate, shown resting on a bogie just 
before de-coring and shotblasting. 

Fic. 1(b).—The same casting after de-coring and 
shotblasting. It weighs 24 tons, measures approxi- 
mately 8 ft. by 6 ft., and is 3 ft. high. 

Fic. 1(c).—The casting being machined on one of 
the Stirk planing-machines. 

€ 


are fitted to the bogie, to enable various types of 
casting to be supported in a position which assists 
the fall-out of the core-sand, cokes and core-irons. 
Fig. 1(b) shows the same casting, measuring 8 ft. 
by 6 ft. and 3 ft. high, after de-coring and shotblast- 
ing. It will be noted that the shotblast room, in 
the background, is well lighted by six 200-w. 
lamps in the roof, which are shielded by easily- 
removable glass sheets. Runners, risers, and flash, 
etc., are removed from the casting by the 
fettlers, who complete the dressing with portable 
rotary or disc grinders in the usual way, but with- 
out the disadvantage of the grinding wheels fling- 
ing adherent sand and blacking dust into the 
atmosphere of the shop. Fig. 1(c) shows the same 
casting being machined on the new Stirk planing- 
machine which was installed last year. 








A FORECAST that the next 20 years will see 
revolutionary changes in steelmaking was made by 
Mr. George Nave, general works manager (services) of 
the Consett Iron Company, Limited, when he spoke on 
the development of the company at Shotley Bridge 
(Co. Durham) recently. Contributing to these changes 
would be cheaper power from the atomic power- 
stations and a growing quantity of reasonably-priced 
pure gases. In 1962, Mr. Nave said, it was hoped the 
Consett Iron Company would produce a weekly figure 
of 24,000 tons of steel; in 1945 this figure was 7,500 tons. 
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In Research Report No. 498, printed in the 
British Cast Iron Research Association’s Journal of 
Research and Development (Vol. 7, No. 9), Mr. 
D. A. Taylor has dealt with the “‘ Properties and 
Testing of Materials Used in the CO: Process.” 
From his research into this subject he has drawn 
the following conclusions: 


Properties at Normal Temperature 


The reaction of carbon dioxide with sand bonded 
with sodium silicate is shown to be a chemical 
reaction, in which the bond produced can be 
attributed to three factors :— 

(1) Deposition of silica gel by the reaction of 
CO, with the silicate; (2) alteration of the ratio of 
silica to sodium oxide, so that initial “‘ set” is 
caused by the initial higher-ratio silicate produced, 
and (3) air-drying of the sodium silicate itself. With 
high-ratio silicates the reaction with CO» takes place 
rapidly and the bond can be wholly attributed to 
silica gel. With the low-ratio silicates, initial set 
is probably due to alteration of the silicate ratio, 
and extended gassing will eventually produce a 
bond similar to that of a high-ratio silicate. If 
gassing ceases after the initial set is obtained, very 
strong bonds will .eventually result through the 
drying of residual sodium silicate. 

The bond produced in the COs process is de- 
pendent upon :—(1) Silicate viscosity; (2) tempera- 
ture at which the process is carried out, and (3) 
time of gassing. In practice gas pressures are fixed 
at the carbon-dioxide outlet, and in the mould rarely 
exceed | Ib. per sq. in. The rate of flow of carbon 
dioxide is more important, but provided this is 
enough to satisfy the reaction and overcome the 
resistance of its passage through the mould or core, 
hardening of the sand will take place. Excessive 
gas pressure or rate of flow will waste carbon 
dioxide and have no effect on the speed of harden- 
ing of the bond. Silicate viscosity is important, as 
higher strengths and faster gassing rates can be 
achieved by the use of lower viscosity silicates, 
probably due to the quicker reaction of CO. with 
the more dilute silicate solution. 

The temperature at which the process is carried 
out is critical, and with silicates in common use 
temperatures below 10 deg. C. (50 deg. F.) will 
retard or completely stop the reaction with COs. 
The time needed for the whole reaction to produce 
a certain bond in any particular sand/silicate mix is 
fixed, and cannot be altered except by increase in 
temperature or alteration of the silicate to a higher 
ratio. 

Sands bonded with high-ratio silicates have a 
rapid air-drying rate and dry out both during 
milling and subsequent use. This can be partially 
suppressed by the addition of an organic material 
such as sugar. These sands also decrease rapidly 
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Carbon-dioxide Process—Properties 
and Testing of Materials used 


Extract from BCIRA Report 


in strength and become friable when left to stand. 
These effects have made the use of the low-ratio 
silicates more or less universal for the CO: process, 
as their air-drying rate is slow, and gassing is very 
rarely taken to completion in practice, so that in- 
creased sand strengths are obtained on subsequent 
standing. 

It appears possible to control the green properties 
of a sand/silicate mix by selecting a silicate with 
suitable ratio and viscosity. These factors also 
control gassed and dried strength, so that by a 
judicious combination of silicates, any required 
property may be obtained. Carbon dioxide diluted 
with air will harden a silicate-bonded sand within 
a specific time, provided the dilution is not ex- 
cessive. With a low-ratio silicate, a 50 per cent. 
dilution is approximately 80 per cent. efficient, 
and with a high-ratio silicate it is possible to use 
even a 90 per cent. dilution, or even air alone. 


Effect of Various Additions 

The use of dry powdered silicate as an addition 
to wet sand is limited by the amount of water in the 
sand, and the amount of silicate required to pro- 
duce the bond needed. As a substitute for 4-per 
cent. liquid silicate, 2 per cent. of dry powder would 
be sufficient if added to sand with the moisture 
controlled to between 2 and 2.5 per cent. Water 
in excess of this amount could be nullified by the 
addition of fine material such as coal dust or clay. 
but, of course, strength would be reduced. If dry 
silicate is used it is essential for the sand-silicate 
mix to stand for at least one hour to allow com- 
plete solution of the powder in the water. 

Water additions to sand/silicate mixes tend to 
reduce the viscosity of the silicate, and within limits 
have little serious effect. In cases where water- 
absorptive materials are added to the sand mixture. 
water additions are necessary to prevent these 
materials drying out the silicate itself. Clay present 
in the base sand or added as a means of improving 
the green properties of a sand/silicate mix has an 
effect on the strength, which is reduced in propor- 
tion to clay content. 

It appears that additions of combustible materials 
to silicate mixes, to improve casting finish and 
breakdown properties, have mainly an effect on 
the strength of the sand in the dried state. In cores 
\.ith pitch additions, breakdown after casting may 
be slightly easier if all the pitch is burnt out. If, 
however, the cores only reach a temperature which 
is sufficient to melt the pitch without decomposition 
(plus 400 deg. C.), a strong bond will be obtained 
from the pitch itself. Subsequent removal of the 
cores will be more difficult than if the pitch were 
omitted from the initial sand mix. 

The re-use of silicate-bonded sand reclaimed by 
dry methods is possible, but additional water must 
be present. Gassed strengths are similar to those 
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Materials used in the CO, Process 


obtained with fresh sand, but dry strengths may be 
extremely high. The effect of carbon-dioxide- 
process sand on normal moulding sand, excluding 
dilution and difference in grading, is generally not 
noticeable if the silicate-bonded sand has been com- 
pletely gassed. If, however, sodium silicate still 
exists unchanged in the sand, this will cause a rise 
in green strength and shatter index, and a fall in 
dry strength. This does not occur unless the CO:- 
process sand contaminates the moulding sand in 
large enough quantities. 


High-temperature Properties 


The amount of gas evolved from a dry silicate- 
bonded core, and the rate at which it is evolved, is 
extremely low, even with such additions as coal- 
dust, pitch, wood-flour and sugar. In the “as- 
gassed ” condition, cores with a reasonable silicate 
content have rates and gas contents comparable 
with a correctly-baked oil-sand core. 


Factors Influencing Strength 

The strength of silicate-bonded sands at tempera- 
tures up to 500 deg. C. depends upon the amount 
of gassing carried out and the bond developed by 
drying of free sodium silicate. Between 500 and 
700 deg. C. the strength of the bond falls to zero, 
due to the formation of liquid sodium silicate, and 
above 700 deg. C. a silicate-bonded core will sag 
even under its own weight. No increase in strength 
is obtained from this point even when tempera- 
tures rise to 1,400 deg. C. 

The strength of a silicate-bonded sand, after 
raising to high temperature and cooling, is con- 
trolled up to 500 deg. C. by the gassing time. 
Cores which are raised to temperatures between 500 








Hallmark Development 


The effective publicizing of British hallmarks could 
provide a strong sales point in foreign markets, par- 
ticularly in that of America where there is no hallmark- 
ing system, said Birmingham’s Assay Master, Mr. 
A. H. Westwood, recently. In view of this he has 
decided to appoint an advertising agent to publicize 
the assay office. 

In Britain, the marking of precious metals was made 
compulsory in 1238 when, as a result of numerous 
frauds perpetrated by thirteenth-century goldsmiths, 
King Henry III decreed that six London smiths be 
chosen to oversee the craft. These men were known 
as “gardiens” from which derives the term 
“ guardians.” It was in 1300 that the London Assay 
Office was set up, and by 1423 there were assay offices 
in Coventry, Norwich, Newcastle-on-Tyne, York, Salis- 
bury and Lincoln. Matthew Boulton was directly 
responsible for the establishment of the Birmingham 
assay Office. He, and others in Birmingham, had 
extended the manufacture of precious metalware, and 
found it irksome to send goods to London for assay, 
so Boulton petitioned Parliament for permission to 
establish an office in Birmingham, and although the 
Goldsmiths Company of London filed a counter 
petition, Boulton carried the day and Birmingham got 
its assay office at the end of the eighteenth-century. 
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and 1,000 deg. C. are extremely strong after <ool- 
ing, due to the bond produced by the formation 
of liquid sodium silicate at these temperatures, 
Cores raised to above 1,000 deg C. and cooled 
show a rapid drop in strength after cooling, this 
strength being greatly affected by the higher tem- 
peratures. This fall in strength above 1,000 deg. 
C. is a result of cristobalite formation from the 
original quartz sand grains, and is accompanied 
by a considerable change in volume of the material. 
The speed of this change of quartz to cristobalite 
becomes progressively faster as temperature in- 
creases, and the volume change approaches a 30 
to 40 per cent. increase on the original. This 
expansion occurs rapidly with pure silica sands, 
but is retarded to various degrees by sands con- 
taining clay, felspar or iron oxide. It can be com- 
pletely eliminated by the introduction of small 
quantities of alumina into the original sand mix. 


High-temperature Breakdown 

The high-temperature breakdown of silicate- 
bonded sands can only be affected by combus- 
tible materials within the temperature range in 
which these materials exist, and over-gassing or 
reduction of the silicate bond may possibly be just 
as effective in this range. It appears that for a 
breakdown addition to be really effective, it must 
exist throughout the temperature range and thus 
a refractory is required. However, sodium silicate 
and free silica combined will tend to form mineral 
silicates with any addition in the temperature 
range 600 to 1,000 deg. C., so that the only effec- 
tive method of breaking down the sand is to delay 
this formation to a higher temperature. At tem- 
peratures of approximately 1,000 deg. C, however. 
it is doubtful if any addition will drastically affect 
the strength on cooling. 


Steel Nationalization a Mistake ? 


“None of us would wish to criticize those who 
are responsible for the administration and manage- 
ment of the nationalized industries; on the contrary 
they have our sympathy. But we do think that 
the arguments and illustrations which are so con- 
stantly being brought to our notice suggest that 
nationalization is a mistaken policy,” said Sir Walter 
Benton Jones, chairman of the United, Steel Companies, 
Limited, in his review at the annual meeting recently. 

The threat of nationalization was no less than it 
was a year ago and its protagonists still persisted. In 
opposing it “there must be no compromise,” he said, 
in emphasizing that the Iron and Steel Board gave all 
the safeguards required. 

Sir Walter regarded the ups and downs of demand 
as normal and said the industry might well have to be 
content to work at a lower level for a time, but he 
thought that by the end of the year demand would 
catch up with supply. United Steel was working at an 
average level of about 80 per cent. of capacity and it 
was hoped to maintain this level. The country’s pro- 


duction of steel in 1959 would not be very much less 
than the 19,500,000 tons of 1958, he believed, and 
he added “ taking everything into account we expect to 
get enough orders to maintain our present rate of 
output throughout the present financial year.” 
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American Letter 


Gas-content Measurement by Weighing* 


A great deal of effort has been directed toward the 
production of high-quality aluminium-alloy castings. 
Gas contained in aluminium melts is usually removed 
by chlorine or nitrogen degassing, and the point at 
which the degassing treatment is definitely finished can 
only be determined accurately if one has a very good 
way of measuring the gas content of the melt. The 
ieduced-pressure solidification test has become an 
integral part of most processes designed to produce 
top-quality castings. Nowadays, close control of gas 
dissolved in molten aluminium is possible. A rapid 
test of the quantities of gas in molten aluminium has 
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Fic. 1.—Section drawing of the constant-volime- 
specimen mould. The choke-type gate does three 
things:—(a) provides a channel through which the 
metal flows into the test specimen; (b) makes a hot 
spot for maintaining a fluid channel for feeding, 
and (c) provides a notch so that the riser segment 
can he readily separated from the specimen. 


been developed. In it the gas content may be deter- 
mined by a single weighing of a 20-ml. sample of 
molten metal, which has solidified at approximately 0.1 
atmospheric pressure. This weight is then compared 
with the theoretical weight of a solid 20-ml. block of 
the metal being tested, the difference in weights giving 
an indication of the gas content of the test sample. A 








This article is an extract from work done by H. V. Sulinski 
ind 8. Lipson (Pitman-Dunn Laboratories, Frankford Arsenal, 
Philadelphia, Pennsylvania). 
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resin-bonded shell mould, and knock-off riser system 
of special design, permits close control of the volume 
of the as-cast specimen (see Fig. 1). Using this specially- 
designed mould, a series of test specimens’ were cast, 
and it was found that the volume of each specimen 
was almost exactly 20 ml. The solidification time, and 
temperature gradients within a test specimen .poured 
at 705 deg. C., were obtained from cooling curves. 
From these curves it was found that solidification of 
a specimen begins approximately nine seconds after 
casting, and ends just after two minutes have passed. 
Complete solidification occurs after approximately 64 
minutes. 


Testing Procedure 


The testing procedure was as follows: —A sample of 
metal taken from a melt was poured into the constant- 
volume mould, the pouring basin being immediately 
removed and the vacuum chamber closed. The main 
vacuum-valve was then opened, and a pressure of 
80 mm. of mercury was obtained by adjusting a needle 
valve. After four minutes had passed, the test sample 
was removed from the vacuum chamber and weighed. 
The gas content indicated by this test is probably very 
near the true gas content of the sample. 


Direct-reduction in the Ironfoundry+ 


Recently developed direct-reduction processes may 
be suitable for installation in ironfoundries. Five types 
of this process are briefly described below :— 

(1) Direct-reduction in an electric furnace; (2) pre- 
treatment in a rotary kiln, followed by melting in an 
electric furnace; (3) pre-treatment by sintering, followed 
by melting as above; (4) reduction in a rotary kiln to 
sponge iron before melting, and (5) reduction in a 
fluidized bed to produce sponge iron before melting. 


Direct Reduction in an Electric Furnace—The most 
common furnace used is the Tysland-Hole furnace. 
Ore and low-grade coke are charged directly into it 
and smelting requires about 2,400 to 2,800 kwh. per 
gross ton of iron. This is about 2} times the power 
requirement for the newer processes. 


Pre-treatment in a Rotary Kiln—Iron ore, fuel and 
reducing agent are fed into a rotating kiln, flux being 
added if necessary. The hot material from the kiln 
is discharged directly into an electric furnace for the 
completion of reduction, and melting of the iron. 


Pre-treatment on a_ Travelling-grate Sintering- 
Machine—Fine ore and fine non-coking coal are mixed 
in the ratio of about 3 to 1. Flux may be included. 
and the mixture is dampened, pelletized, and fed in to 
a continuous-sintering machine, where the pellets are 
progressively dried, ignited, and carbonized. They 
are then charged directly into an electric furnace. This 
process is in the experimental stage. and is being con- 
sidered for commercial applications. 


Reduction in a Rotary Kiln to Sponge lron—The 
iron ore is reduced almost completely in the kiln, 
which uses coal, coke and/or a suitable gas as fuel, and 
as a reducing agent. The contents of the kiln are pro- 
cessed by mechanical, chemical or magnetic means to 
separate the reduced iron from gangue, ash, slag and 
other non-metallics materials. The final product may 
be handled in a similar manner to steel scrap when 
melting. 


Reduction in a Fluidized Bed to Sponge Iron—The 
sponge-iron processes in this process are similar to 


(Continued on p. 186, foot of col. 2) 





+ This article is extracted from work done by H. W. Lownie. 
Jr.. and A. J. Stone, who are division chief, and assistant 
chief, respectively, of the metallurgical research department at 


the Battelle Memorial Institute, Columbia, Ohio. 
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Book Reviews 


Proceedings of the Spring Technical Session of the 
(American) Investment Casting Institute. Published 
by the Institute from 27, East Mourse Street, 
Chicago, 3, Illinois, USA (for availability refer to 
the Institute). 

The Proceedings of the Spring technical session of 
the Investment Casting Institute, Chicago, Illinois, con- 
tains a list of members and guests who attended the 
technical meeting, held last June in Muskegon, Michi- 
gan, and the fourteen papers and reports presented. 
The whole has been cyclostyled and it is surprising 
how well illustrations have reproduced. These were 
lithographed, and although they do not come up to the 
normal block-printing standards, they are certainly 
clear enough for adequate appreciation. 

The following subjects are dealt with in the volume : 
“Investment Casting Metal Specifications,” by R. F 
Waindle; “Future of Investment Castings as Air- 
frames and Missiles,’ by John K. Dietz; “ Casting 
Design for the Ultimate in Load-carrying Ability,” by 
J. Caine; “‘ Technical Research for the Investment Cast- 
ing Institute,’ by Dr. J. Keverian; “ European Invest- 
ment Casting Techniques,” R. F. Waindle; “ Future of 
Vacuum Alloys—Anticipated Fields of Endeavour,” by 
F. S. Badger; ‘“ Fundamental Aspects of Ceramic Shells 
for Precision Castings,” by K. Scheffer; “Alumina Shell 
Moulds for Investment Casting,” by F. C. Quigley; 
“Progress in the Development of a Ceramic Shell,” by 
Dr. J. Keverian; “Special Advantages of the Shell 
Process,” by E. Operhall; “Experiments at National 
Aluminate,’” by Dr. Raymond Reuter; “ Recent 
Developments in the Glascast Process,’ by J. D. 
Pisula; “Problems and Techniques in Dip-coat and 
Investments ” : (a) Special Report by C. R. Whittemore 
and (b) Panel Discussion, and “ Investment Casting Cost 
Factors for Aircraft Quality Castings,” by the technical 
and executive staff of Misco Precision Casting 
Company. 

The preamble of the Proceedings contains a list of 
46 member-firms and a further six were voted into 
membership—to use the American phrase—at the meet- 
ing. Mr. R. R. Miller, of Precision Metalsmiths Inc., 
presided over the two-day meeting, which was attended 
by 98 delegates; there were five guest-speakers and 
13 special guests, including one from the European 
Investment Casters Association—Mr. R. Roques cf 
Microfusion, Paris. The whole volume comprises a 
down-to-earth report, and makes a serious contribu- 
tion to the quite sparsely documented field of 
precision-investment-casting technology. 


Dictionary of Metallurgy, by A. D. Merriman, 
G.C., O.B.E., M.A., D.SC. Published by Macdonald 
& Evans, Limited, 8, John Street, London, W.C.1; 
price 126s. 

This dictionary was first published in monthly 
instalments in our sister Journal Metal Treatment and 
Drop Forging. Yet, in fact, the production of such a 
work is never-ending. For instance, whilst shell mould- 
ing is adequately covered in the volume, the CO, 
Process has not been included. Under “ pattern” 
matchplates are defined, but not coreprint; the “Sand- 
slinger” is described but not a down-sand frame. 
Mention is made of pencil runners under the name of 
Ronceray, yet this gentleman told audiences very often 
that the use of pencil runners was not his invention, 
although it is true he publicized and popularized them. 
To be truthful, however, what the reviewer has written 
so far is grossly unfair for it falls into that distressful 
category of arguing from the particular to the general. 

The real usefulness of the book lies in the fact that 
it contains about 7,000 definitions, and the subject is 
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metallurgy, not specifically foundry practice, lei alone 
patternmaking. As such, it discloses a wealth of know. 
ledge and the author has rightly sought out ang 
obtained the advice of experts. No fewer than 2% 
tables and 398 figures, diagrams and pictures have been 
used to clarity and embellish the text. As a smalj 
point of accuracy, the reviewer thinks that the heading 
used above a table on page XIII should read “Abbre- 
viations used in German Literature” and not Foreign 
as is indicated. : 

Undoubtedly this book will be found of great use to 
metallurgists when their work removes them from 
normal duties. For example, one engaged on the pro- 
duction of castings, may have to interest himself jp 
surface protection and thus he may wish to familiarize 
himself with such processes as Parkerizing and 
Sherrardizing, which, since student days, have stayed 
in his mind only as names. To research workers and 
technical librarians the book will be invaluable and 
founders will find it useful to keep available for quick 
reference. 


Kempe’s Engineers Year Book, 1959 (6th edition), 
Pubiished in two volumes by Morgan Brothers 
(Publishers), Limited, 28, Essex Street, London, 
W.C.2. Price for the two volumes in one case, 
85s. post free. 

A very pleasing aspect of this standard work of 
reference is the continuous revision which takes place 
with each new edition. In the section dealing with 
electric furnaces, a section on the carbon-rod-resister 
type has been added. To the chapter on non-ferrous 
metals has been added data covering high-temperature- 
resistant nickel alloys, whilst under the heading of 
mechanical handling there are now details of conveyor 
or belt cleaners. These are aspects quite germane to 
the direct interests of foundrymen, but the main value 
of these volumes is the information which can be 
derived from them when—as is so often the case—a 
founder has to undertake jobs with which he has only 
but a slight knowledge 6r indeed is quite unfamiliar. - 


V. C. FAULKNER. 





Publication Received 


Overseas Review, January 1959. Published by Barclays 
Bank D.C.O., 54, Lombard Street, London, E.C.3. 
Covering about 33 countries, the major information 
given concerns imports, exports and new materials. 
South African industrial news of interest to JouURNAL 
readers includes information to the effect that Consoli- 
dated Brake & Engineering Company (South Africa) 
(Pty.), Limited, will start the manufacture of vacuum 
brakes this year and that the David Brown group is 
erecting at East London, at a cost of £50,000, an 
assembly plant for tractors. 








American Letter 


(Continued from p. 185) 
those in the preceding classification, a modern flui- 
dized-bed reactor being used instead of a rotary kiln. 
These processes require ores of very good quality, how- 
ever. 

Under some conditions these processes produce and 
melt iron more cheaply than conventional methods. 
and they also reduce the foundry’s dependence upon 
outside sources for pig-iron, scrap and coke. The intro- 
duction of a direct-reduction process will not be with- 
out its problems, of course. The foundry will require 
a supply of iron ore of suitable quality, and facilities 
for grinding and screening ore and coal. The major 
problem to be faced will probably be that of handling 
and scheduling the molten metal. 
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Equipment & Supplies 


Freeing Sand from Hoppers 


Amongst ideas for industrial improvements sub- 
mitted to the Guidance Bureau for Inventions of the 
Fast German Ministry for Mining and Metallurgy, 
the Berlin Journal- Giessereitechnik publishes a sug- 
sestion made by H. Scholz, of the Iron Works Ortrand, 
regarding a vibrating apparatus for freeing sand in 
hoppers. It is well known that moulding sand con- 
tained in conical sand hoppers has a tendency to stick 
and form “ bridges.” In order to loosen the sand, 
the customary practice is to knock the hopper wall 
with a shovel or hammer. The author suggests the 
incorporation of a vibrating device (Fig. 1) in the 
interior of the hopper, which can be operated either 
by hand or by a power-driven cam mechanism. By 
pulling a simple system of levers which lift the 
vibrator, the sand sticking to hopper walls is loosened 
and slides down. The sliding sand pushes down the 
vibrating device again (and the crosspieces connected 
with it). It is reported that this device is in practical 
use at the Iron Works Ortrand, and that it functions 
satisfactorily. 











Fic. 1.—Vibrating apparatus for sand hoppers. 


(1) Guide-bar welded into the hopper (3 by 1%-in. section 
set on edge) with guiding clip; (2) tube, slotted to accom- 
modate the lever; (3) g-in. pin; (4) lever; (5) trunnion, fixed 
on the hopper rim, and (6) wire rope or chain. 


Electric-motor Starters 


Dewhurst & Partner, Limited, Inverness Works, 
Hounslow, have placed on the market an automatic a.c. 
starter for the direct switching of sauirrel-cage motors 
up to 74 h.p. The new unit, called the Dupar TFK 
starter, incorporates a neon running-indicator lamp, 
single phasing and overload protection for the motor 
windings, and silver contacts. A further model is 
available in the same range. This is the TFW reversing 
starter, which is based on the same design and uses 
the same standard components as the TFK type. Both 
models are finished in an attractive silver hammer 
stoved enamel, and are protected against dust and 
damp by a steel case, a “ Neoprene” seal being pro- 
vided between the two halves of the case. The con- 
tactor used is the Dupar CX30 type, of 15-amp. con- 
tinuous thermal capacity, and is a triple-pole main- 
circuit contactor of the double-airbreak pattern. The 


overload protector is the ET10 type, and can be 
accurately calibrated to suit various applications. 
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Pallet Truck 


The BT pallet truck, manufactured in Sweden, 
and already well known abroad, is now available in 
this country through the sole distributors, Rolatruc, 
Limited, 20, Old Compton Street, London, W.1. This 
hand-operated hydraulic-lift truck combines strength 
with light weight, and is supplied with a capacity of 
one or two tons. Truck widths range from 20} to 
27 in. and non-standard widths and lengths can be 
provided at a small additional charge. The height 
of the forks from ground level in the lowered position 
is 34 in., and they can be raised to an overall height 
of 8 in. with a few strokes of the steering handle. The 
forks are one-piece stampings of great rigidity, avail- 
able in various lengths, and their lowering speed can 
be accurately controlled, it is stated. 


Welding & Cutting Blowpipes 


In steel foundries and other shops where a wide 
range of work is undertaken, it is helpful for an 
operator to have a comprehensive blowpipe range 
ready at hand. To meet these requirements, the Suffolk 
Iron Foundry (1920), Limited, Prentice Road and 
Milton Road, Stowmarket, Suffolk, are marketing a 
two-in-one pack which comprises the firm’s general- 
duty blowpipe and “Demon” cutting blowpipe. In ad- 
dition, the case contains 10 welding nozzles for use 
with the general-duty model and three cutting-nozzles 
for the other. Cutting nozzles are made in seven 
sizes, ranging from zs to } in. and the special pack 
contains any three sizes requested. The pack is 
carried in a neat metal box, size 22} by 71 by 44 in. 


Flameproof Fan-cooled Motors 


To be exhibited at the Electrical Engineers Exhibi- 
tion at Earls Court, March 17-21, is a new flameproof 
fan-cooled motor, developed by Brook Motors, Limi- 
ted, Empress Works, Huddersfield. These motors are 
specially designed for continuous operation in the 
presence of inflammable gases or dust. The flame- 
proof construction is to British Standard Specification 
229-1957 for groups 1, 2 and 3 gases. The rating and 
performance is to BSS 2613:1957 for all groups, and 
to BS 741-1937 for group 1 only. 





K. S. PauL (MOLYBDENUM-DISULPHIDE), LIMITED, 
Park Royal Road, London, N.W.10, announce that 
they are now marketing a new apparatus for dry 
lubrication. It consists of a pressurized container, 
carrying “ Aerosol” (molybdenum-disulphide), with a 
spray mechanism. Amongst the many claims made 
is that the spray (Moly-Vapour-Bond), will prevent 
ejector pins in die-casting machines from sticking, and 
will lubricate hot or cold screw-threads. 


WILSON, CHIRNSIDE & COMPANY, LIMITED, 9, Mid- 
land Road, Wellingborough, Northants, are marketing 
the “Universal” spectacle, the lenses of which are 
made in acetate plastic, with frames of nylon with 
perforated side-wings. They are available with clear 
or tinted lenses and weigh only 4 oz. 





Mr. A. M. R. SYLVESTER has been appointed secre- 
tary of the British Metal Corporation, Limited, fol- 
lowing the retirement of Mr. J. A. W. GIBSON on 
account of ill-health. Mr. E. F. B. Nunns, formerly 
accountant and acting secretary, has been appointed 
controller. Mr. M. K. James becomes accountant. 
Similar appointments have been made by the Amal- 
gamated Metal Corporation, Limited, of which Mr. 
Gibson was also secretary. 


E 
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IBF Festivities in 
London, Manchester 
and Birmingham 


Illustrated are (right to left through- 
out): (a) London branch dinner: Mr 
A. E. Peace (Institute president); Mrs 
Peace; Mr. D. E. B. Barnard (London 
president); Mrs. Barnard; Mr. G. R. 
Shotton (Institute junior  vice-presi- 
dent) and Mrs. Shotton. (b) Reception 
party at the Lancashire branch dinner: 
Mr. and Mrs. Shotton; Mr. C. M. G 
Wallwork and Mrs. Wallwork; Mr 
C. H. Wilson (Institute senior vice- 
president); Mrs. Booth; Mr. H. Booth 
(branch president) and Mrs. Wilson 
: Ek (c) Mrs. and Mr. Barnard during 
Reception groups and some of the principal guests at recent functions their reception of oe and guests 


: * ; (d) Mrs. and Mr. ! Cc (snr.) 
organized by the London, Lancashire and Birmingham branches of  \eing received by Mr. D. Bag Me 





the Institute. of British Foundrymen (brief notes on these events president) and Mrs Moir, supported by 


: : , Mr. ¢ Mrs. é ‘ irming- 
were published in last week's FOUNDRY TRADE JOURNAL, page 142). aa 











\? Jae 











FEBRUARY 12, 1959 





Notes from the Branches 
Slough Section 


Once again the Slough section of the Institute of 
British Foundrymen were fortunate in their choice of 
lecturer and subject, when, under the chairmanship of 
Mr. P. Hoesli, they held the January meeting at the 
Lecture Theatre, High Duty Alloys, Limited, Slough, 
on January 20. The lecturer was Mr. H. R. Abram 
of W. J. Hooker, Limited, and his paper “Tied or 
Untied” was a non-technical paper on the troubles 
and tribulations of the jobbing pressure-die-cast 
foundry. The film, which introduced the lecture 
although of American origin was very enlightening to 
the non-pressure founders in the audience, giving them 
some of the aspects of the pressure-die-cast foundry, 
and showing the potentialities of this field, thus help- 
ing them to appreciate the points Mr. Abram brought 
forward in his paper. 

Mr. Abram attempted, and moreover succeeded, in 
showing his audience the major problems confronting 
the jobbing (“ untied”) pressure-die-cast foundry, prob- 
lems which, he said, were absent, or at least not so 
pronounced in the foundry (“tied”) producing castings 
for consumption within its own group. He: pointed 
out that the functions of both these foundries were 
identical in as much that they aimed at the produc- 
tion of the best possible casting at the cheapest pos- 
sible price. The production problems were also more 
or less the same in each case, but in the untied estab- 
lishment many additional headaches arose. Mr. 
Abram classified these under the following headings: 
(a) loading, (b) tools, (c) standards, and (d) labour, and 
dealt with each in turn. 


Loading: This, Mr. Abram stated, was the biggest 
and perhaps the most important problem confronting 
the jobbing man, who would need much foresight to 
avoid the expensive downtime or extended delivery 
to the customer, and the hapazard loading which could 
cause overloading on some machines while others were 
only working part time. The type of die chosen to 
produce the work was also important; it could be a 
single or multi-impression shot, the latter being the 
answer to the production of cheaper castings. The 
decision as to the right one to use must obviously be 
taken at the design and quote stage, either could be 
right, but Mr. Abram pointed out that a machine 
could easily be under or overloaded by extra orders 
or cancellations during the design and tooling period. 
This brought him to what he considered the biggest 
nightmare the untied founder had to contend with— 
the cancellation of orders. This, he said, could easily 
happen, and often did due to circumstances entirely 
beyond the control of the die-caster or the customer. 


Tools and Dies 


Tools and dies to the jobbing founder could 
be a much bigger problem than they were to his 
opposite number in the tied foundry, Mr. Abram 
stated, and went on to say that it was not unusual for 
the jobbing foundry to be holding up to as many as 
4,000 customers’ dies, of which only 200 or so might 
be in current use, and this obviously constituted quite 
a problem in storage space. 


Standards: Mr. Abram said he was very pleased to 
note that a B.S. Specification had now been published 
for pressure die-castings, aS’ he had always felt that it 
was absolutely impossible for a founder to produce 
a casting without having some “ yard stick ” on which 
to measure his results. The only person who knew 
what standard (degree of finish, etc.) was wanted was 
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the customer, and in the past, many jobbing founders 
had been frustrated by not knowing the standard re- 


quired. He felt that now there would be no doubt 
whatever providing the B.S. Specification was quoted 
before placing the order. Mr. Abram maintained that 
inspection in the foundry was absolutely essential if 
rejection by the customer was to be avoided. Strict 
supervision of the inspection was also essential to avoid 
the little troubles which could easily build up if 
allowed to do so. He was full of praise for the stan- 
dards of inspection carried out by A.I.D. and C.LA. 


Labour: The next problem to be dealt with was that 
of the labour force which would be required to run 
successfully a foundry dealing with some 4,000 or so 
different dies. The difficulty here was, that although 
the pressure-die-caster was classed as a semi-skilled 
operative, the first-class hand was not easily obtainable, 
and it was a more serious business for the untied 
founder to replace an operator with knowledge of a 
number of different dies, than for the tied founder 
who would be using a comparatively small number 
of dies. The final headache that Mr. Abram touched 
upon was the question of guards and guarding. One 
had to have very little imagination, he said, to visua- 
lize the complex problems of designing and fixing 
guards to the many and different types of die that 
would likely be in use over a short period in the 
foundry. 

The discussion that followed presentation of the 
paper became, after a very short time, a very lively 
and interesting debate. Mr. Abram could not, how- 
ever, be floored by any question put to him by the 
very keen and critical audience. Mr. Wood proposed 
a hearty vote of thanks to Mr. Abram for his most 
interesting paper which had, Mr. Wood said, stimu- 
lated a very lively and interesting discussion. 


Northampton Section 


The second annual dinner of the Northampton 
and district section of the East Midlands branch 
of the Institute was held at the Plough Hotel, on 
December 19, when 40 members and guests spent 
a most enjoyable evening. The guest of honour 
was the national president of the Institute, Mr. 
A. E. Peace; the junior vice-president, Mr. G. R. 
Shotton, and Mr. J. W. Gardom, president of the 
branch, were also present. The toast of “ The Institute 
of British Foundrymen ” was proposed by Mr. H. Edge, 
section senior vice-president, and replied to by Mr. 
Gardom, who mentioned that Mr. Peace, Mr. Shotton 
and himself had all been members of the malleable- 
iron sub-committee of the IBF in Northampton 30 
years ago. He then referred to his visit to France for 
the European Apprentices Competition. He had been 
impressed, he said, by the greater technical knowledge 
of the Continental competitors as compared with that 
of the British boys. It appeared that all the Conti- 
nental boys approached problems in identical manner 
as if they had been schooled in the same way, whereas 
the British boys all had different approaches. He went 
on to say that the French Foundry School in which the 
competition had been held had cost approximately 
£1,000,000, and commented that sums of money of that 
order were not seriously considered in this country in 
relation to technical training of this type. 

Mr. A. E. Peace, spoke of the valuable work which 
had been done by the Institute in the past, and thought 
that the attitude adopted by some of the younger men 
in the industry might be improved upon. He strongly 
recommended attendance at the foundry foremen’s 
training course, to be held at Harrogate in the spring, 
and said he considered this course and the National 
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Works Day visits were amongst the greatest successes 
of the Institute. He also stressed the need for young 
members to contribute to discussions of technical papers, 
and said they were not to be afraid of showing 
ignorance. Mr. L. W. Bolton, a past-president of the 
section, then proposed the toast to “The Visitors” 
and Mr. G. R. Shotton responded. 


East Anglia 


At the first meeting in 1959 of the East Anglian 
section, the speaker was Mr. Frank Hudson, F.1.M., of 
the Mond Nickel Company, Limited, who based his 
lecture on the paper “ Properties of Copper-base Alloy 
Castings,” which he presented first to the London 
branch and then to the International Congress, held in 
Liége last year. 

As an introduction to his paper, Mr. Hudson took 
his listeners back 50 years to when the motor-car in- 
dustry was in its infancy and there were no aeroplanes, 
He reminded the meeting that, in this country, the 
petroleum industry had attained its importance only 
since the second world war: the industry was con- 
tinuing to grow, and he forecast that there would be 
many developments in the next 50 years, with, probably, 
the emphasis on marine engineering. In this industry 
there had been no major development for many years, 
but it was one of the biggest consumers of cast copper- 
base alloys. Looking to the future of marine engineer- 
ing, the lecturer next referred to work being carried 
out to develop hydro-foils, and said that by employ- 
ing these it might become possible for sizeable ships 
to travel 80 to 100 m.p.h. The requirements for castings 
for ships of this type would be very onerous indeed; 
new alloys would be needed and founders would need 
to supply castings of guaranteed quality to withstand 
the higher stresses involved. 

The author then went on to discuss what is meant 
by casting quality. He said that founders should be 
in a position to tell designers what properties could 
be expected from their castings, and added that the 
responsibility for casting quality should rest entirely 
with the founder who produced the casting. The paper 
continued mainly as given to the London branch, and 
was illustrated by slides. 

An interesting discussion followed, and the evening 
concluded with a vote of thanks to Mr. Hudson, pro- 
posed by Mr. Berry who said that whilst he appreciated 
having a glimpse into the future, he, personally, found 
the idea of ships, such as the Queen Mary, tearing 
along at 100 m.v.h. rather frightening (It is under- 
stood that Mr. Hudson actually had in mind ships of 
a maximum of 3,000 tons.—Editor.) 


Sheffield and District 


An attendance of over 400 at the dinner of the 
Sheffield and district branch held at the Royal Victoria 
Hotel, Sheffield, on Monday, January 26, included a 
number of distinguished guests amongst whom were 
the national president, Mr. A. E. Peace, the Lord 
Mayor of Sheffield, Alderman John W. Holland, J.P., 
and the Master Cutler, Mr. J. Hugh Neill. 

Following the loyal toasts, the principal toast of the 
evening, “ Founding and Other Industries of Sheffield 
and District,” was proposed by Mr. Peace and replied 
to by the Master Cutler. Mr. Peace in the course of 


his remarks stated that the industries of Sheffield were 
amongst the most progressive and diverse in the 
country, and he referred to the need for co-operation 
Co-operation, 


between them. he said, was most 
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essential; he believed, for example, that there had beep 
some successful joint action in the cutlery trade when jt 
had been threatened with unfair competition. It was to 
the benefit of all the industries of Sheffield to co. 


operate and support such organizations. The Master 
Cutler in reply preached what he called “a fire and 
brimstone sermon,” during which he attacked the 
government for not reducing purchase and fuel taxes, 

Speakers who followed the president and the Master 
Cutler included Mr. J. Richardson, senior vice-president 
of the branch, who proposed the toast to “The Guests" 
which was replied to by Mr. R. S. Fearnehough, presi- 
dent of the Sheffield Chamber of Commerce. 


Bristol 


The venue of the Bristol branch dinner which took 
place on Saturday, January 24, was on this occasion 
the Royal Hotel, Bristol. Last year’s innovation of 
including dancing in the programme was repeated and 
there was again an excellent attendance, particularly 
of the younger members of the branch. 

The branch president, Mr. F. K. Vickery, occupied 
the chair and proposed the only toast of the evening, 
namely that of the “Institute of British Foundrymen.” 
The national president, Mr. A. E. Peace, who was 
present with Mrs. A. E. Peace, replied, and in the 
course of his speech he commented that the branch 
was fortunate in having within its ranks two such 
distinguished past-presidents as Mr. Newman and Mr. 
Templeton. He then re-iterated remarks made pre- 
viously about the work of the Institute. 

Following the dinner, there was dancing to Arthur 
Alexander and his orchestra and a display of magic 
by Roy Ricardi. The function was excellently organized 
by Mr. G. W. Brown, branch secretary. 





Mond Nickel Fellowships 


Applications are invited by the Mond Nickel Fellow- 
ships Committee for the award of Mond Nickel Fellow- 
ships for 1959. The main objective of these fellowships 
is to enable selected applicants of British nationality, 
and educated to University degree or equivalent stan- 
dard, to obtain additional training and wider experience 
in industrial establishments, at home or abroad. There 
are no age limits. though awards will seldom be made 
to persons over 35 years of age. Each fellowship will 
occupy one full working year, and it is hoped to award 
five fellowships each year of an approximate value of 
£900 to £1,200 each. Full particulars and forms of 
application can be obtained from the secretary, Mond 
Nickel Fellowships Committee, 4 Grosvenor Gardens, 
London, S.W.1. 

Completed application forms should reach the secre- 
tary of the Committee not later than June 1 





New AFS Officers 


At a meeting of the American Foundrymen’s Society 
held in Chicago in December, the following officers 
were nominated:—As president (to serve one year): 
Mr. Charles E. Nelson, technical director, magnesium 
division, Dow Chemical Company, Midland, Michigan; 
as vice-president (to serve one year): Mr. Norman J. 
Dunbeck, vice-president, industrial minerals division. 
International Minerals & Chemical Corporation, Oid 
Orchard Road, Skokie, Illinois, and as directors (each 
to serve three years): Mr. Norman A. Amrhein; Mr. 
Cecil N. King; Mr. Robert E. Mittlestead: Mr. A. J. 
Moore; Mr. Wm. H. Oliver, and Mr. James N. Wessel. 
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‘Jron and Steel? Museum Gallery 


Last Friday, Lord Mills, the Minister of Fuel and 
Power, opened at the South Kensington Museum, a new 
gallery devoted entirely to iron and steel. This gallery 
has been constructed at a cost of £60,000, most of 
which was provided by the British Iron and Steel 
Federation. There are 250 exhibits which, arranged in 
sequence, tell the story of ironmaking and steelmaking 
through the ages up to the present day. Included is a 
replica of an early Sussex fireback which has been re- 
cast by Booth & Brookes, Limited, of Burnham-on- 
Crouch. There is also an early—1865—model of a 
Bessemer converter, and a full-scale model of an open- 
hearth furnace. Nearby is an induction melting furnace 
which can be push-button operated. Finally, to show 
application, there is a slowly-revolving turbine rotor— 
one of the most modern and largest of its type. This 
exhibition is well worth a visit by foundrymen, for a 
high percentage of the exhibits are of direct interest to 
them. 





Rail-modernization Orders 


Orders for more equipment for British Railways to 
a total value of some £1,250,000 have been placed with 
British manufacturers by the British Transport Com- 
mission. They include 6 two-tier motor-car transporter 
wagons, 99 sets of power axd ancillary equipment 
including engines and transmissions for diesel train 
vehicles to be built in railway workshops, six experi- 
mental plastic containers for door-to-door conveyance 
of goods, and 240 other rail vehicles comprising vans, 
side-tipping ballast wagons, special vehicles for difficult 
loads, and two first-class passenger coaches. The orders 
are distributed between the following firms: Newton, 
Chambers & Company, Limited, Thorncliffe, near 
Sheffield; Standard Railway Wagon Company, Limited, 
Reddish, Stockport; Metropolitan-Cammell Carriage & 
Wagon Company, Limited, Saltley, Birmingham; 
Mickleover Transport, Limited, Park Royal, London, 
N.W.10; Pressed Steel Company, Limited, Paisley, Ren- 
frewshire, and British United Traction, Limited, 96, 
Piccadilly, London, W.1. 





AUFW rsoth Anniversary 


On February 6, the Amalgamated Union of Foundry 
Workers will celebrate the 150th anniversary of its 
foundation at Bolton-le-Moors, Lancashire. At that 
time membership was confined to skilled iron moulders, 
but now, through a series of amalgamations, it is the 
major trade union in the founding industry. To 
commemorate this event, the National Executive 
Council of the Union is holding a dinner at the Queen’s 
Hotel, Manchester, on the anniversary date, to which 
present and retired officers and staff have been invited, 
together with representatives from the Trades Union 
Congress, Confederation of Shipbuilding and Engineer- 
ing Unions, kindred trade unions, the Labour Party 
Executive, Members of Parliament, and others who 
have been actively associated with the Union’s work. 





Mr. FRASER W. Bruce has been elected to the board 
of Aluminium, Limited. He is president of the com- 
pany’s principal operating subsidiary, the Aluminum 
Company of Canada, Limited. Mr. MELvin P. 
WEIGEL, who has been appointed to the board of the 
latter company, is director’ of operations of Alcan’s 
parent company. Both board positions were held by 
Mr. Elmer G. MacDowell, who has retired after 
40 years’ service. 
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Apprentice Competition— 
ABBF First Round 


At a meeting of the London-area members of the 
Association of Bronze and Brass Founders held at the 
Clarendon Restaurant, Hammersmith, on February 3, 
it was deprecated that at the recent European Foundry 
Apprentice Competition held in Paris there were no 
competitors from the non-ferrous side of the foundry 
industry of the United Kingdom. Already, the Council 
of the ABBF has appointed a committee to look into 
the question of making good this deficiency, with the 
possibility of holding area-competitions, leading up to 
the national UK competition this year. Thus, candi- 
dates of known capabilities and potential would be 
available for the next International Competition which 
is to be held in this country in the spring of 1960. 

At the meeting last week, a small committee was 
appointed—with Mr. W. R. Buxton (ABBF local chair- 
man) as convener—to arrange, first, a local competition 
for brass and bronze founders in the London area. In 
this competition—a sort of “first round ”"—castings 
from a given pattern will be moulded and cast by 
apprentices entering. These will be assessed by a 
panel of judges, in addition to the young men’s answers 
to a written paper on foundry technology. Any non- 
ferrous founders who have apprentices they would like 
entered for the “first round” are invited to get into 
touch immediately with Mr. Buxton (Eyre Smelting 
Company, Limited, Tandem Works, Merton Abbey, 
London, S.W.19) giving their provisional nominations 
and requesting further details. 

Age Limits 

From preliminary proposals to be put forward from 
the UK side, it looks as if young men will be eligible 
for the 1960 International Competition if their twentieth 
birthday takes place after December 31, 1959. This 
statement should be treated with some reserve, however, 
as the proposals have yet to be ratified by an inter- 
national sub-committee, which meets in May next. 

If the arrangements for the ABBF preliminary or 
“first round” of the competition can be completed in 
time, it is thought that some of the castings made might 
be exhibited on the stand which the brassfounders are 
sharing with the steelfounders and the British Non- 
Ferrous Metals Research Association at the Foundry 
Exhibition, to be held at Bingley Hall, Birmingham, 
May 21 to 30. 





Proposed New Trade Association 


The problem of safety for workers in industry has 
been accentuated by the new techniques, processes and 
materials, now coming into general use. Accordingly, 
manufacturers of industrial safety (personal) equip- 
ment, are in process of forming a trade association, 
the objectives of which include the improvement of 
standards in design and construction of such equip- 
ment and the promotion of education on its uses. It is 
believed that the programme envisaged by the new 
association will have a considerable effect upon acci- 
dent reduction in British Industry. A meeting is being 
held on February 17 at 2.30 p.m. at the headquarters 
of the National Union of Manufacturers, 6, Holborn 
Viaduct, London, E.C.1, to which all those concerned 
with the manufacture of industrial safety (personal) 
equipment are invited. At this meeting, a draft con- 
stitution will be submitted which, on adoption, will en- 
able the association to be formed officially and to 
commence operations. 
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Company News 


MILLSPAUGH, LIMITED, manufacturers of paper- 
making machinery, etc., of Sheffield—Group profits for 
the year to September 27, 1958, fell from £536,156 to 
£342,653 and the dividend is 124 (15) per cent. Nearly 
three quarters of the profit reduction is attributed by 
the board to the Canadian subsidiaries. 


QuaLcasT, LimiTeD, light repetition ironfounders, 
etc., of Derby—There is no need to be dissatisfied with 
the results of the first half of the current year, nor 
with the prospects for the next six months, says Mr. 
V. Jobson, chairman. Competition is becoming keener 
and profit margins are shrinking, but output is going 
up and should take care of this, he adds. 


HitcGeR & Watts, LIMITED, scientific-instrument 
makers, of London, N.W.1—Group profits, which rose 
from £123,479 to £181,062 in 1956-57, show a further 
increase, to £226,130 for the year to September 30, 
1958. The ordinary dividend is being effectively raised 
by 2 per cent. Final dividend is 8 per cent., making 
13 per cent. as previously, but there is also a special 
interim of 2 per cent. for the current year, payable with 
the 1957-58 final. 


AveRYS, LIMITED (formerly W. & T. Avery, Limited), 
weighing, testing and counting-machine manufacturers, 
of Birmingham—A capital distribution is being made 
of 2s. 6d. per £1 ordinary unit, tax free, absorbing 
£512,507 out of the £600,000 surplus realizations on 
the winding-up of the subsidiary—the Soho Trust Com- 
pany, Limited. An extra-ordinary meeting will be held 
on March 3, and the distribution is to be made on 
March 17 to holders of stock on February 9. 


New Patents 


(Copies of complete specifications are obtainable from the 
Patent ice, Sales Branch, 25, Southampton Buildings, 
Chancery Lane, London, W.C.2, price 3s.) 
803,445. Electric Steel Foundry Company, 2141, North 

West 25th Avenue, Portland, Oregon, USA. 

A mould coating or wash which is useful with per- 
manent or sand moulds for centrifugal castings and 
also with statically cast moulds of the same types. A 
wash, consisting of 4,000 gm. zirconite flour, 1,410 ml. 
water and 60 gm. chrome alum, with sufficient lime to 
bring the pH to 8.0, was found to give castings with a 
clean and smooth outer surface, free of pinholes, 
laps and cold-shuts. 


803,476. Hadfields, 
Sheffield, 9. 

The lost-wax process of investment casting for the 
production of hollow parts, such as guide vane members 
for gas turbines. The refractory is bound to the core 
shape with a solution of sodium-silicate in such con- 
centration (30-45 per cent.) and in such proportion as 
to leave the resulting core porous. It is then hardened 
with carbon dioxide, and treated with a volatile solu- 
tion of hydrolyzed ethyl-silicate, the concentration of 
which (10 to 60 per cent.) is such that there is some 
impregnation of the core and that the surface and 
body pores are closed to a substantial extent. 





Limited, East Hecla Works, 


803,612. Polygram Casting Company, Limited, Termi- 
nal House, Victoria, London, S.W.1 

A method and apparatus for producing shell moulds 
and hollow cores for foundry purposes by applying to 
a heated hollow box, a moulding mixture. The mixture 
comprises a finely-divided refractory granular material, 
such as sand, and a relatively small quantity of a 
thermosetting binder. 
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Board Changes 

MorGAN CRUCIBLE COMPANY, LIMITED—Mr. Ian W. 
Smith has been appointed a director. 

THOMPSON Bros. (BILSTON), LIMITED—Mr. Alan W, 
Wagstaff has been appointed a director. 

CRITTALL MANUFACTURING COMPANY, LIMITED—-Mr, 
E. H. Owen has been appointed a director. 

FAIRBAIRN LAWSON COMBE BARBOUR, LIMITED—-Mr, 
M. L. Curtis has resigned his directorship. 

CARRIER ENGINEERING COMPANY, LIMITED — Mr, 
J. A. E. Heard has been appointed a director. 

GLENFIELD & KENNEDY HOLDINGS, LIMITED—Mr. 
J. C. Robertson has been appointed a director. 

ATLAS STEEL FOUNDRY & ENGINEERING COMPANY, 
Limirep—Mr. Alex. Walker, general manager, has 
been appointed a director. 

J. & E. Hatt, Limirep—Mr. J. F. E. d’A. Willis, a 
director of the Anglo-Thai Corporation, Limited, has 
been appointed a director. 

INTERNATIONAL NICKEL COMPANY OF CANADA, LIMITED 
—Mr. J. Kenneth Weir has been elected a director and 
a member of the advisory committee. He succeeds his 
father, Viscount Weir, on the board. 

ConsETT IRON COMPANY, LIMITED—Mr. Clive 
Cookson has retired as chairman after holding the 
position for 23 years. He has been a director of the 
company for 33 years and, at the request of his col- 
leagues, he is continuing on the board. Viscount 
Ridley, deputy chairman, has been appointed chair- 
man in place of Mr. Cookson. Sir W. Guy Ropner 
has retired from the board due to his increased com- 
mitments in London. 


Recent Wills 


Cockerine, A. G., late steel plant manager of Cargo 
Fleet Iron Works, Stockton-on-Tees, of the South 
Durham Steel & Iron Company, Limited oe 

Owen, Mrs. Fiorence L., president of Rubery, Owen 

Company, Limited, structural and manufac- 
turing engineers. of @arlaston (Staffs), and 
widow of A. E. Owen, founder of the company 

Hatcrow, Sir Wi..1am, late senior partner in the firm 
of Sir William Halcrow & Partners, consulting 
civil engineers, of London, S.W.1, and_a former 
president of the Institution of Civil Engineers 

Wappineton, E. J., late a director of Vickers, 
Limited, Vickers-Armstrongs, Limited, and of 
many subsidiary companies of_Vickers, Limited, 
and a former director of the English Steel Cor- 





£2,381 
£31,884 


£133,909 


poration, Limited, Sheffield ..  ... 2... 
Taytor, ArtHuR, of Manila, Philippimes, late of 
Whitby (Yorks), iron and steel consultant, a 
former director of the South Durham Steel & Iron 
Company, Limited, and previously chief engineer 
at the Irlam Works of Lancashire Steel Cor- 
poration, Limited te one sais oe aa 


£16,423 


£15,298 
INTESTATE 

Rimmer, ARNOLD, late head of the 
Engineering Department, Derby, 

College of Technology, former 
Derby Society of Engineers 


Mechanical 
and District 
president of the 
; sods ns bas £10,292 





Increases in Capital 


N._ F. Ramsay & Company, Limitep, lock manufacturers, 
architectural metalworkers, etc., of Newcastle-upon-Tyne, 
increased by £18,000, in 8,000 ordinary and 10,000 preference 
shares of £1, beyond the registered capital of £17,000. 

R. H. Patrerson & Company. Limitep, engineers, iron and 
machinery merchants, etc., of Newcastle-upon-Tyne, increased 
by £90,000, in 83,000 ordinary and 7,000 6 per cent. cumulative 
preference shares of £1 each, beyond the registered capital 
of_ £10,000. 

- W.. Warp & Company, Limitep, machine-tool makers, etc.. 
of Birmingham, increased by £199,900, in £1 ordinary shares, 
beyond the registered capital of £100. The above increase is 
for the purpose of acquiring the business of Edward Williams 
Holdings, Limited. 

Brunton & Company, Limitep, metal and scrap merchants, 
etc., of London, E.C.2, increased by £140,000, in 20,000 7 per 
cent. cumulative non-redeemable preference shares of £1 


each, and 480,000 ordinary shares of 5s. each, beyond the 
registered capital of £25,000. 
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Personal 


Mr. L. A. WirHaM has been elected president of the 
cottish Commercial Travellers Association. 


Mr. HUGH Hart, general manager, has been appointed 
» director of Blackett. Hutton & Company, Limited, 
Cleveland Steel Foundry, Guisborough, Yorkshire. 


Mr. IAN CAMERON will take over, on the retirement 
of Captain G. VILLAR, as general manager of John I. 
Thornycroft & Company’s organization at Southamp- 
tn. 

Mr. R. EDwiIn MCALPINE has been elected chairman 
of the Nuclear Power Plant Company, Limited, Knuts- 
ford, Cheshire, in succession to the late Sir CLAUDE D. 
GIBB. 

THE PRIME MINISTER, the Rt. Hon. Harold Mac- 
millan, has agreed to speak at a rally of Productivity 
Council officers and members at Church House, West- 
minster, London, S.W.1, on the evening of April 16. 


Sir JoHN DEAN, chairman of Telegraph Construction 
& Maintenance Company, Limited, has been appointed 
a director of British Insulated Callender’s Cables, 
Limited. This follows the latter company’s successful 
bid for Telcon. 


Mr. THOMAS CUTHELL received presentations from 
staff and employees of R. Taylor & Company, Muirhall 
Foundry, Larbert, on the occasien of his retirement 
after 30 years’ service to the firm. He served his 
apprenticeship with the Carron Company. 


Mr. W. L. VALENTA has been appointed sales develop- 
ment engineer of Workington Iron and Steel Company, 
a branch of the United Steel Companies, Limited. 
Mr. Valenta, who was formerly production research 
engineer, will now be responsible to the company’s 
commercial manager. 


British Insulated Callender’s Cables, Limited, 
announce that Mr. C. S. F. Lane has been appointed 
regional manager for Australia and New Zealand in 
the overseas organization in London. He succeeds Mr. 
R. H. SEMPLE, who has taken up a senior executive 
post with an associate company in Australia. 


Mr. T. N. F. Smrtn, assistant managing director 
of Thomas Smith & Sons (Rodley), Limited, manufac- 
turers of cranes and excavators, has left by air on a 
business tour. His first stop will be at Singapore, 
and from there he will travel to Australia, New 
Zealand and Canada before returning home. 


Mr. DonaLp J. DRAKE—an inspector in the Leicester- 
shire and Rutland Special Constabulary and a Leices- 
tershire County Councillor—has been appointed Press 
relations officer of the Stanton Ironworks Company, 
Limited, near Nottingham. He was previously office 
manager at the Holwell works of the company. 


Mr. J. G. P. ANDERSON, who joined Crompton Park- 
inson, Limited, in 1939 as a graduate apprentice from 
Edinburgh University, has been appointed manager 
of the company’s development and research depart- 
ment. He was previously manager of the ASTA 
short-circuit testing station at Chelmsford, Essex. 


Mr. J. R. PAGAN has been promoted to foundry 
superintendent of the Indian Iron & Steel Company. 
He joined the group at its Kulti works in West Bengal 
in 1947 as assistant manager, patternshop, and shortly 
afterwards took over supervision of patternmaking 
activities and also of the firm’s new brass foundry at 
the same works. 


Mr. E. Cuipston, foundry manager of William Foster 
& Company, Limited, Lincoln, and newly-elected presi- 
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dent of Lincoln Engineering Society, spoke on the sub- 
ject of “ Ironfounding in the service of Industry” for 
his presidential address at the Society’s annual meeting 
on February 6. It was at the works of William Foster 
that the first tanks used in the first world war were 
made, 


Sir GEorGE H. NELSON, chairman of the English 
Electric group of companies, has been appointed presi- 
dent of the Locomotive and Allied Manufacturers’ 
Association of Great Britain for the second year in 
succession. Mr. G. T. OWEN, managing director, 
North British Locomotive Company, Limited, has been 
appointed chairman of the Association, also for a 
second term of office. 


Mr. JOHN C. SNow, a director of Snow & Company, 
Limited, machine-tool makers, Stanley Street Works, 
Sheffield, and a member of the Council and executive 
committee of the Machine Tool Trade Association, 
has just returned from Madrid where he was concerned 
with bringing to the attention of the Spanish 
authorities the commercial and technical facilities 
offered by the British machine-tool industry. 


The retirement is announced of Mr. R. E. WILSON, 
managing director of Fescol, Limited, London, N.7. 
He joined the company in 1928, and during his period 
of office, factories in Yorkshire, Scotland and the Mid- 
lands have been added to the company’s organization. 
Mr. Wilson is succeeded by Mr. F. B. STRACHAN, who 
joined the firm in 1925, became secretary in 1928, and 
since 1951 has been assistant managing director. 


Sir FREDERICK PiIcKWoRTH, chairman of English 
Steel Corporation, Limited, Sheffield, was presented 
on January 30, with a silver salver from members 
of the staff to commemorate his year of office as 
Master of the Company of Cutlers in Hallamshire 
1957-8. The presentation was made by Mr. Hubert 
Dennis, of the accounts department, who was associ- 
ated with Sir Frederick in the early days of the 
company when it was Cammell Laird & Company, 
Limited. 


Lord BRIDGEMAN, chairman of Atlas Copco (Great 
Britain), Limited, left London Airport on February 9 
for a five-week business visit to Africa. During March 
he will attend a conference organized by the firm in 
Johannesburg. Lord Bridgeman is a director of the 
South African and Rhodesian Copco companies. The 
firm announces that Mr. Bo ENGLUND has _ been 
appointed managing director of Atlas Copco de 
Portugal Ltda, Lisbon, and Mr. Harry Grevsy has 
been appointed managing director of Atlas Copco 
Belgique, Brussels. 





Obituary 


Mr. P. H. Durrans, a director of James Durrans 
& Sons, Limited, foundry-blacking manufacturers, 
Penistone, Yorkshire, died on February 2 at the age 
of 48. He was a member of Penistone Urban Council 
from 1948-55 and chairman from 1952-3. 


The death is announced, from Paris, of Dr. MARCEL 
BALLAY on February 2, at the age of 63. He was a 
past-president of the Association Technique de 
Fonderie, and for many years he was president of 
the French Nickel Information Centre. He was 
extremely active in international foundry technical 
matters, and was the author of a number of papers 
on high-duty irons and kindred subjects. In his inter- 
national connections, he made many friends including 
a number in this country. 
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News in Brief 


UNITED Dominions Trust, LIMITED, announce the 
opening on February 16, of a new branch office at 
2, Peterborough Road, Harrow, Middlesex. 


FOR A WORKS OUTING, directors and employees of 
Precision Presswork Company, Limited, saw a panto- 
mime at the Birmingham Hippodrome on January 30. 


Laycock ENGINEERING, LIMITED, Sheffield, has sold 
to Sheffield Health Executive Council, for £8,000, 
Brincliffe House, in Osborne Road, Sharrow, Sheffield, 
which has housed the company’s sales department. 


HicH Duty ALLoys, LIMITED, announce that a new 
Midland-area office has been opened at:—Queen’s 
College Chambers, 38a, Paradise Street, Birmingham, 
1, to handle sales of Hiduminium sheet, extrusions, 
tube and castings. 


Morey Councit has refused a request from the 
West Riding County Council to exempt from the Clean 
Air Regulations, mechanical-stoking furnaces, fired with 
bituminous coal, in the event of part of the town being 
made a smoke-control area. 


A FIRE at the works of W. N. Nicholson & Son, 
Limited, engineers, Newark, Notts., on January 29, 
was restricted to a corner of the machineshop. No 
patterns were involved and no machine-tools damaged, 
and the factory is again in full production. 


THE GOVERNMENT has decided to discontinue the 
loan scheme, designed to enable industry to finance 
fuel-efficiency measures, because credit is more easily 
obtained now than when it was introduced in 1952. 
About £5,000,000 has been loaned under the scheme. 


THE FEBRUARY MEETING of the Non-Ferrous Club 
was held at the Queen’s Hotel, Birmingham, when the 
guest speaker was Miss Noele Gordon. During the 
meeting, a collection was taken on behalf of the 
Birmingham Federation of Boys’ Clubs, which realized 
the sum of £19 Os. Od. 


FARRAR BOILER Works, LIMITED, Newark, Notting- 
hamshire, have received an order from Poland for 
continuous fish-meal and oil plant valued at £85,000. 
The plant will be installed in factory trawlers, being 
built at Gdansk. The company is a member of the 
E.V. Industrials Group. 


TWENTY-THREE HYDROVANE COMPRESSORS~ worth 
£10,000 have been ordered by the Belgian National 
Railways from the Hymatic Engineering Company, 
Limited, Redditch. Twelve other firms in four coun- 
tries tendered. The compressors are to be used to 
power high-speed grinder-cutters. 


A SPECIAL SHORT COURSE on “ Developments in 
Metal-melting and Casting Techniques” will be held 
at Bradford Institute of Technology on Friday and 
Saturday, March 6 and 7. The fee for the course is 
£2 2s. Od. Further details may be obtained from the 
Registrar of the Institute at Bradford. 


A GRANT OF £3,000 for powder-metallurgy research 
at the Rotherham Technical College has been made 
by the Directorate of Scientific and Industrial Research. 
The grant is specifically directed to the work with 
which Mr. David Yarnton, senior lecturer in the 
department of metallurgy and chemistry, is concerned. 


IN CONNECTION with the International Plastics Exhibi- 
tion to be held at Olympia from June 17 to 27, there 
is to be an award of £100 for the best design of article 
for domestic use. Through their organizations, 
designers from a dozen countries are sending specimens 
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of their work for judging. 


of the I It is a notion worth 
imitating by other industries. 


THE METROPOLITAN-VICKERS ELECTRICAL Company, 
LimITEeD, Manchester, has recently been awarded 4 
£200,000 contract for the steel construction of a new 
radio-telescope to be erected in Australia. Part of the 
power equipment for controlling the telescope will be 
made at the Sheffield works. When completed the 
telescope will be second in size only to that at Jodrell 
Bank, Cheshire. 


FILMS ON SALESMANSHIP and sales management were 
shown to over 500 Sheffield business executives in the 
works canteen of the Sheffield Twist Drill and Stee] 
Company, Limited, on the evening of February 6, 
The films were introduced by Mr. Gerald Perutz, in- 
dustrial sales manager of Rank Precision Industries, 
Limited, who arranged the showing together with the 
Sheffield branch of the Incorporated Sales Managers’ 
Association. 


A NEED for heavier and larger steel castings is being 
created by a growing demand for larger machine- 
tools, said Mr. J. H. Pearce, technical representative of 
English Steel Corporation, Limited, Sheffield, when he 
spoke to the Sheffield Metallurgical Association on 
February 3. He also said, “One of the most diffi- 
cult and expensive problems to overcome is transport. 
It may take six days to carry a casting, weighing over 
100 tons, from Sheffield to Liverpool.” 


A £10,000 orDER for automatic ultrasonic inspection 
equipment has been placed with Kelvin Hughes (In- 
dustrial), Limited, by KOVO the Czech buying 
organization through EXICO, of Sloane Street, 
London, S.W.1. The eauipment will facilitate the rapid 
scanning of rolled mild-steel bars, of up to 7.9 in. dia., 
for internal defects. It consists of a remote-control 
console containing the recording equipment and the 
remote operating controls for a scanning unit situated 
above the main feed conveyor. 


SHEFFIELD HEALTH COMMITTEE will draw up a list of 
smoke-control areas next year, announced Alderman 
Mrs. Patience Sheard, committee chairman, at Shef- 
field City Council meeting on February 4. The list 
will include a detailed five-year programme of the 
areas to be controlled first: Mrs. Sheard aiso re- 
ported that while Sheffield had established its claim to 
take over the work of the Alkali Inspectorate, the final 
intimation had not yet been received. She said that 
objections by breweries to clean air zones had been 
withdrawn. 


IT HAS BEEN DECIDED that the work of the first 
factory inspector, Mr. Alexander Redgrave, shall be 
commemorated by a memorial lecture, to be given by 
Mr. R. E. Tugman, M.B.E., at the Royal Society of 
Arts at 2.30 p.m., on February 26. The subject of the 
lecture will be the “ Responsibility of Management for 
the Prevention of Industrial Accidents.” Mr. Tugman 
who is president of the Institution of Industrial Safety 
Officers, recently retired from the position of 
division safety officer of Imperial Chemical Industries, 
Limited, alkali division. 


W. H. Dorman & Company, LImITED, the Stafford 
company which recently acquired the firm of W. G. 
Bagnall, Limited, has appointed additional representa- 
tives to cover Europe, Scandinavia and the Far East. 
The new overseas sales network embraces the area 
from Pakistan to Indonesia and the Philippine Islands, 
including India, Ceylon, Assam, Burma, Malaya, 
Siam, Singapore and Borneo. Mr. L. Macleod-Smith, 


sales director of Dormans, left on February 4 for the 
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Far East with the newly-appointed Far Eastern repre- 
sentative, Mr. H. B. McAuslan. 


Two WOMEN will dine with the men guests at the 
Cutlers’ Feast, on March 17, in the Cutlers’ Hall, 
Sheffield. for the first time in the three centuries of its 
history. They are Mrs. Vijaya Pandit, High Com- 
missioner for India, and Councillor Mrs. May Cook, 
Mayor of Colchester. This will also be the first time 
that any woman has been present at the Cutlers’ Feast 
except in the capacity of Lord Mayor of Sheffield. 


IDEAL BOILERS AND RapIATORS, LIMITED, National 
Avenue, Hull, were charged at Hull, on February 2, 
for failing to fence off machinery securely. Mr. R. C. R. 
Atock, Inspector of Factories, prosecuting, said that 
because the company had not fenced securely the tool 
and die of a power press a man had been injured. 
The company had provided a guard as required but 
had failed to give it maintenance to ensure that it ful- 
filled its purpose, which was to prevent the trapping 
of workers’ hands. Mr. H. M. Loncaster, for the 
defence, said that bars in the guard had become dam- 
aged and had broken away. The accident resulted 
from the man having put his hand in where there was 
no need for him to do so. The firm was fined £25. 


Mr. GEorGE Gott, AEU shop steward at Cravens, 
Limited, Sheffield, who advised AEU members to ex- 
ceed the limit on overtime to meet delivery dates for 
machine-tools for an overseas customer, has been 
served with a notice to appear before the local general 
purposes committee of the union charged with working 
to the detriment of the union. On January 13, the 
AEU district committee allowed an overtime applica- 
tion from the shop stewards of Cravens for three 
months but it was decided that the position should be 
reviewed domestically each week. It is understood a 
foreman forgot to ask Mr. Gott’s permission for his 
men to work overtime on a particular week, and a 
convener called a meeting and told members they 
must not exceed the 30 hours a month limit. Mr. 
Gott is reported to have said at the meeting that over- 
time should be worked because it involved the re- 
newal of orders if delivery dates were met. 





Weir/Catton Foundry Merger 


Following completion of the merger between Catton 
& Company, Limited, and Weir Foundries, Limited 
(a subsidiary of G. & J. Weir Holdings, Limited), 
a new holding company, Weir-Catton, Limited, has 
been formed, 50 per cent of the issued capital being 
held by G. & J. Weir Holdings, Limited, and 50 per 
cent. by existing shareholders of Catton & Company, 
Limited. The new company holds the whole of the 
issued share capital of subsidiary companies Catton & 
Company, steelfounders, Leeds, and Weir Foundries, 
non-ferrous and stainless-steel founders, Glasgow. 

The boards of the companies are as follows :—Weir- 
Catton, Limited : Mr. J. K. Weir and Mr. A. H. Catton 
(alternate chairmen); Mr. S. L. Finch; Mr. J. R. Lang; 
Mr. S. Snowball; and Mr. J. J. B. Young. Catton & 
Company, Limited: Mr. A.. H. Catton (chairman and 
joint managing director); Mr. D. E. Catton (joint man- 
aging director); Mr. S. L. Finch (joint managing direc- 
tor); Mr. J. W. Atwell; Mr. J. C. Barrett; Mr. A. C. 
Brearley (technical director); Mr. J. R. Lang; Mr. W. H. 
Morton (sales director); and Mr. S. Snowball (financial 
director). Weir Foundries, Limited: Mr. J. K. Weir 
(chairman); Mr. S. L. Finch (managing director); Mr. 
J. W. Atwell; Mr. F. J. B. Henderson; Mr. J. R. Lang; 
Mr. W. H. Morton (sales director); and Mr. S. Snowball 
(financial director). 
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Light as a feather 


Fireproof maid ..¢ 


Core Tray Chorus 


O HOOKERLITE is my delight, 
The Core Tray of the century ! 
And if you ask me why, good sir, 
Here is my inventory :— 


Light as a feather, tougher than leather, 
Phenomenal trays, these core trays, 
Fire-proof made, the finest grade, 

Of never seen before trays. 


Economical, astronomical, 

Tres bon trays, these core trays. 
Smooth to lie on, hard as iron, 
Last for ever more trays. 


And now to the men in the foundry stores, 

As the rooks would say, for the good of the cores, 
Beware of trays that are nearly right, 

Insist on trays of HOOKERLITE. 


‘ty W. J. HOOKER LTD 





2392 FINCHLEY ROAD, LONDON, NW3 
Telephone: Swiss Cottage 3281-2-3 
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Raw Material Markets 
Iron and Steel 


The general trend of business at the ironfoundries 
varies very little, some sections of the ‘industry con- 
tinuing to be much better employed than others, 
depending on the type of castings produced, and the 
trades for which they cater. No section of the trade 
is better employed comparatively than the engineering 
foundries supplying to the motor-car industry. They 
have had a long run of production at good levels, and 
while pressure is not now so strong as it has been in 
the past, delivery schedules are still being received for 
appreciable tonnages of castings. 

Producers of high-duty castings are generally fairly 
well employed, and a continuity of business is forth- 
coming from the many industries they supply. The 
machine-tool industry has not yet recovered its former 
level of trade and there is also a decline on previous 
demands from other trades. Overall, however, business 
is at fairly good levels and on much better lines than 
at the foundries producing light castings and the job- 
bing and textile foundries where trading conditions are 
very quiet and outputs generally much below capacity. 

Present production of pig-iron is still in excess of 
demands, and although in many instances the furnaces 
try to balance outputs with requirements, the difficulty 
is to cope with the fluctuation in orders. The foundries 
generally are working from hand to mouth on 
deliveries and their needs of raw materials depend ori 
current arisings of business. They hold only a small 
working stock, as any urgent requirements can be 
met promptly from stocks carried by the producers. 
Chief demand is for low-phosphorus pig-irons for the 
engineering and speciality foundries, which are also 
taking up a fair tonnage of hematite and some refined 
iron. High-phosphorus pig-iron is in low demand. 

Plentiful supplies of all grades of pig-iron are avail- 
able and most producers have good stocks. Deliveries 
could be increased appreciably to home users and also 
to overseas buyers if additional business could be 
obtained against the low prices quoted by makers 
abroad. Some export business is being secured, but 
at very keen figures. 

Most grades of scrap are in fairly good supply, 
although arisings of heavy cast-iron and machinery 
scrap are taken up quickly. Foundry coke deliveries 
are satisfactory, and ganister, limestone, and firebricks 
are easily available. 

The re-rollers are badly in need of more orders for 
all their products. Outputs on a reduced scale are 
difficult to maintain and frequent roll changing is 
necessary. Demands from the home market for small 
bars and light sections are disappointing and little 
export business can be obtained against the low prices 
quoted by producers overseas. 

Steel semis are plentiful from home producers and 
nothing near the quantities available are being taken 
up. 


Non-ferrous Metals 


The poor showing put up by the copper market in 
London last week was both unexpected and disappoint- 
ing. Unexpected because it seems as though selling 
pressures developed following the settlement of the 
strike at Potrerillos and the small rise in stocks in 
LME warehouses. Neither of these factors should 


have weighed so heavily in the balance with consumers. 
In the first place the settlement of the strike indicates 
US confidence in the outlook. And, secondly, the rise 
in stocks, although the first for some months, still 
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leaves the total tonnage available very small indeed, 
In any event selling activity closed the backwardatiop 
and dropped the cash price by £8 a ton. 

All this was disappointing in view of the rise in the 
US producers’ price by one full cent to 30 cents, the 
same as is quoted by the custom smelters. More 
than that, business for both producers and smelters 
is being maintained at a satisfactory level. Never- 
theless, all the selling was well absorbed and the out- 
look suggests that the market will harden and the price 
rise back to at least its former level. 


Tin is a good market. Demand from tinplaters in 
the US is a feature and the price is at its highest level 
in over two years. Indeed it is not far off £780 a ton 
at which point the buffer stock manager can begin to 
unload his official stocks. In the US the market is good 
and steady with the price around $1.02 cents a pound, 

Lead was adversely affected by the weakness in 
copper. But even so the market is without feature, 
and the price is bumping along on its resistance level 
of around £70 a ton. The US price is 12 cents a 
pound. Zinc is also flat and featureless, although de- 
mand for both “Prime Western” and special high 
grades has been reasonably good. There has been no 
further news or rumours about barter transactions in 
either lead or zinc, and the US price remains at 11} 
cents a pound. 





Davy-United Gets £4,250,000 Plate-mill 
Contract 


A new plate rolling and finishing plant worth 
£4,250,000 is to be built for the Consett Iron Com- 
pany, Limited, by the Davy & United Engineering 
Company, Limited, Sheffield. ; 

High on the priority list of the British steel industry's 
current development programme, the plant will be an 
asset to the existing UK capacity for quality steel plate. 
It will consist of a 39-in. and 60-in. by 132-in. four-high 
hot rolling mill, with a full range of auxiliaries, sup- 
ported by extensive plate-finishing equipment compris- 
ing complete heavy and light shearing lines. Produced 
in dimensions of up to 10 ft. in width and 90 ft. in 
length, the steel plate will be handled and cut to 
finished size according to thickness on either the light 
or heavy shearing lines. 

When the new plant starts operations—scheduled 
date is midsummer next year—it will replace the 
existing plate-mill which has been continuously used 
since 1926, when it was built by Davy & United. 

All of the contractor’s works in Sheffield, Glasgow, 
and Middlesbrough will share in the project. This 
order is the third for Davy & United out of the six 
new plate-mills required under present steel-industry 
development plans. 





Hadfields’ Sales Reorganization 


Hadfields, Limited, Sheffield steelmakers, announces 
the reorganization of its home sales representatives 
who will now act on behalf of the Hadfields group 
of companies as a whole. This will include Millspaugh, 
Limited, and its subsidiaries. 

Not included in the arrangement, however, are 
Millspaugh pulp and paper making machinery or the 
paper-making plant erected by Millspaugh-Wimpey. 
Among the range of products that will be covered by 
representatives of the parent company are fabricated 
assemblies, centrifugally-cast sleeves, and rings in 
various metals. 
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One of a series of Goodyear equipped conveyors at the 
South Bank Coke Ovens of Dorman Long (Steel) Ltd. 


The right choice for rugged jobs 
SEE THE RUGGED CONSTRUCTION OF GOODYEAR CONVEYOR BELTING 


GOODYEAR CONVEYOR BELTING 


A Cover compounded to suit load and conditions. WHATEVER YOU HAVE to convey —hot sinter or abrasive coke, wet ash 


8 — cover and carcass or uncrushed stone — you'll find there’s a tough Goodyear belt to 

— give you more output at lowest cost per ton. Special features of these 
*job-designed’ belts include: correct troughing, high impact resistance 
and flex life, resistance to mildew. Many thousands of installations at 
steeiworks, power stations, mines, quarries and factories have proved 
their endurance and reliability in the most exacting conditions — 
confirming that Goodyear Conveyor Belting is the wise choice when 
conditions are exacting. 


GOOD? 


C Plies of close-woven rayon or cotton: duck, 
mildew inhibited: 


D Skim coat between plies increase flexibility, 
prevents separation. 


E Substantial edge cover resists side wear. 











a 


INDUSTRIAL RUBBER PRODUCTS 
CONVEYOR BELTING + V-BELTS - TRANSMISSION BELTING - HOSE 
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The following particulars of pig-iron and steel pro- November. 
duced in Great Britain are from statistics issued by finished steel in October. 
the British Iron and Steel Federation’wZable 1 sum- 
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Pig-iron and Steel Production 


Statistical Summary of November Returns 


marizes activities during recent months: \ 
gives production of steel ingots and castings 


TABLE 1, _Jron and Steel Price Index and General Summary of Pig-iron and Steel Production. 


Table 


Table 3, weekly average production of 
Table 4 gives the produc. 
tion of pig-iron and ferro-alloys in November, and 
2 furnaces in blast. (All figures.are weekly averages in 
in thousands of tons.) 





































































































B.o.T. Price Index, 
1938 = 100. Tron- Imported} Coke Pig-iron,| Scrap Steel (incl. alloy) 
ore ore sent to ferro- used in 
Period. Basic output. used. blast- alloys steel Prod. Delivrs. 
Tron and Coal. | materials furnaces. prod. prod. Imports.*| ingots, finished | Stocks? 
steel. excl, fuel’ castings. steel. 
1956 . 296 453 542 312 272 264 253 216 27 397 318 1,444 
1957 . re 328 488 537 325 303 270 275 220 14 417 322 1,444 
1958—July = 341 498 474 256 235 209 227 165 9 316 236 1,623 
August 341 497 475 233 233 203 221 147 9 299 227 1,637 
Sept.¢ 341 496 470 271 241 211 231 198 H 6 369 279 1,621 
Oct. .. 341 509 478 294 237 215 242 195 4 364 269 1,610 
Nov. .. 341 509 473 289 237 210 234 187 | 5 352 — 1,564 
TABLE 2.—Average Weekly Production of Steel Ingots and Castings during November, 1958. (Thousands of Tons.) 
Open-hearth | Total. Total 
District. Bessemer. | Electric. | All other. ingots and 
Acid. Basic. | Ingots. Castings. | castings, 
Derby, Leics, Notts, Northants and Essex oo 3.2 14.8 (basic) 1.8 0.1 18.7 1.2 19.9 
— (excl. N.W. Coast), Denbigh, _— and 
P 1.6 37.5 _— 2.4 0.3 40.5 1.3 41.8 
Yorks. (excl. 'N.E. Coast and Sheffield). a 
Lincolnshire ~- ‘ é — ' 41.5 od —- 0.1 0.1 41.6 
North-East Coast 0.2 65.3 —_ ‘4 0.3 1.4 66.9 
Scotland 1.5 34.5 —- 2.2 0.1 ag 38.3 
Staffs, Salop, Ww ores, ‘and Warwick _ 13.6 a 2.3 0.7 1.7 16.6 
$8. Wales and Mon. 1.9 65.8 4.4 (basic) 0.9 0.1 0.5 73.1 
Sheffield (incl. small tonnage in Manchester) 6.9 30.3 -- 9.9 0.3 1.8 47.4 
North-West Coast .. 0.1 : 4.2 (acid) 0.3 — 0.1 6.3 
Total 12.2 293.4 23.4 20.9 2.0 342.1 9.8 351.9 
October, 1958* 14.6 304.6 21.4 20.9 2.0 353.6 9.9 363.5 
November, 1957 18.7 358.3 23.8 25.4 3.0 416.1 13.1 429.2 
TABLE 3.—Average Weekly Deliveries of oy Non-alloy and Alloy 













































































TABLE 4.—Production of Pig-iron and Ferro-alloys 
Finished Steel. (Thousands of Tons.) uring November 1958. 
1957. 1958. 
Product. 1956. 1957. a — 
“ *« 
Oct. Sept. Oct. District. naces | Herfla- Foun-| Forge.| Ferro-| Total. 
i tite. | Basic.| dry. alloys. 
Non-alloy steel: us 
Ingots, bloom blast. 
billets, and slabs? 4.7 5.0 5.2 3.8 3.2 
Heavy rails = ..| 9.7 | 11:2 | 11:5 | 9:2 | 10.5 Deby. Leicester, 
Sleepers .. 1.1 1.3 0.8 0.2 1.0 thants and 
Fish and soleplates | 0.7 0.8 1.3 0.9 0.7 Essex. 20 > 4 | 21.2 | 14.9 0.2 —_ 38.7 
lates: i eae * = : 
(i) gin.andover| 30.3 | 34.0 | 34.4 | 28.7 | 26.7 Lancashire, fenel. 
(ii) Under Zin...| 19.9 20.3 21.4 17.4 16.8 a Flints, 
Other heavy prod. 50.3 53.0 57,1 34.9 34.8 and Cheshire ” ae 20.8) — i 1.4 | 22.2 
Ferro-concrete bars 7.8 8.8 8.9 7.9 6.9 Yorks (excl. N.E.. . : a 
Wire rods .. 22.9 23.3 26.4 23.3 24.3 Coast and Shef- 
Arches, etc. 10.1 11.0 11.2 7.8 7.9 field) ‘ 
Other light sections| 41.4 38.8 39.9 29.1 29.1 Lincolnshire ae 9 xan 42.3 = T* od 42.3 
Bright steel bars .. 8.0 7.0 7.1 6.2 6.2 North-East Coast| 18 ee) aa) oo ae 0.8 | 47.5 
Hot-rolled strip ..| 24.5 23.1 24.6 24.5 23.6 Scotland . > 06 14.2 1.3 aoe pss 16.1 
Cold-rolled strip .. 7.5 7.1 7.8 7.2 7.2 Staffs “salo ' ; = Pe 
Sheets, incl. coated: . Worcs lop, 
(i) Hot-rolled ..| 15.0 13:0 | 28:5 | 20:0 10.5 Scar RO ; _  _ ; 
(ii) Cold-reduced| 24:8 | 29:1 | 32:2 | 31:0 | 32:3  , Warwickshire | 5 1 38 wns 
Tinplate: ; athshi ‘ = _ oe: ‘ 
(i) Hot-dipped | 15.9 | 11.3 | 10.3 o.1 | 9.6 ae | See) |) a ho 
(ii) Electrolytic | 15.9 7.5 8.0 : 12. or 6 AER oe a | eae ez cae 5 
Blackplate a 1.3 1.0 rie 0.9 0:8 North-West Coas| 6 | 13.5 18.5 
Tubes up to 16 in. 26. 2)| 22.1 22.3 20.1 18.4 - on & ag loee 9 
Tube, pipe fittings | 05 0:5 0.4 0.4 0.4 Total oa @ 23.7 |190.0 | 17.6 0.2 2.2 |233.7 
Tyres, wheels, ete. | 4.6 | 5.1 | 6.2 | 4.6 | 4.2 October, 19584.) 86 | 21.2 (196.1 | 22.2| 0.2| 2.2 lear. 
“a — | 3.0 3.1 3.1 2.7 2.3 November, 1957 98 | 30.2 |220.2 | 26.2 | 0.7] 4.2 |281.5 
Steel castings .| 4.5 4.6 5.2 4.5 3.8 
Tool, and magnet | 0.3 0.3 0.3 0.3 0. 
Allo pre mA nd a a re =. ne 1 Used in non-food manufacturing industries. 
J . dae : . . . 
af | 2? Weekly average of calendar month. 
Total deliveries from 3 inlv i $ sem-finished, at th d of the year 
UK production* ..| 352.8 | 360.1 | 879.1 | 314.0 | 306.9 ro es - Ose © . 
Add: Imported . 
finished steel val 19.5 9.6 10.7 S27 3.5 “ Five weeks, all tables. 
* Other than for conversion into any other form of finished 
Deduct: Intra-indus- steel listed. 
try conversion’ . ‘| 55.2 48.1 50.1 42.1 42.3 3 ¥ 
} * Includes finished steel produced in the UK from imported ingots 
Total deliveries néw | and semi-finished steel. 
material .| 316.6 | 321.6 | 389.7 | 277.6 | 268.1 








7 Material or conversion into other products also listed in this table. 
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Baker Perkins Foundry Machinery 


at work... a Joseph Bloomer & Sons Ltd. 


This “‘Cadet”’ Rotary Table Shot Blast machine has been 
installed at Joseph Bloomer & Sons Ltd. where its high standard 
of finish and sound design have made it an extremely useful 
addition to this company’s foundry equipment. The machine 
includes our patented bi-phase impeller system with low 
power consumption. No pits or special foundations were 

. necessary. Please write 


SU Ga ae Onfegm fr full details. 


Foundry Machinery Division 
BEDEWELL WORKS HEBBURN ON TYNE ENGLAND 


HISTORICAL NOTE 


Joseph Bloomer & Sons Ltd. 
were established in 1860. 

At their Ladysmith Foundry 
and Chain Works, which 

are in Cradley, Staffordshire, 
they produce a wide range 
of castings for gas and calor 
gas cookers, agricultural 

and textile machinery, the 
motor industry, continuous 
burning fires and stoves and 
many other applications. 





200 


FOUNDRY TRADE JOURNAL 


FEBRUARY 12, 1959 


Current Prices of Iron, Steel, and Non-ferrous Metal; 


(Delivered unless otherwise stated) 
February 11, 1959 


PIG-IRON 

Foundry Iron.—No. 3 Iron, Cuass 2: 
£21 6s. Od.; Birmingham, £20 18s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 
£23 17s. Od., delivered Birmingham. Staffordshire blast- 
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si), d/d within 60 miles of Stafford, 
£24 1s. 3d. 

Scoteh Iron.—No. 3 foundry, £25 3s. 6d., d/d Grange- 
mouth. 

Cylinder and Refined Irons.—North Zone, £25 19s. 0d.; 
South Zone, £26 ls. 6d. 

Refined Malleable.—P, 0.10 per cent. max.; North Zone, 
£27 68. 6d.; South Zone, £27 9s. Od. 


Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
per cent.: N.-E. of England (local iron), £25 6s. 6d.; 
Scotland (Scotch iron), Zone 8.1, £25 13s. Od.; Sheffield, 
£26 15s. Od.; Birmingham, £27 4s. Od.; Wales (Welsh iron), 
£25 68. 6d. 

Basic Pig-iron.—£20 3s. 0d., delivered Staffs, Derbyshire, 
Notts, Lines, Rutland, Northants, and Leics. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over).—45 per cent. Si, 
£41 Os. Od. to £43 10s. Od., scale 15s. Od. per unit; 75 per 
cent. Si, £56 10s. Od. to £60 10s. Od., scale 15s. Od. to 
16s. Od. per unit. 

Ferro-vanadium.—50/60 per cent., 22s. 6d. per lb. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 10d. 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., 2-3 per cent. Cu, 
£250 Os. Od.; 38/40 per cent., commercially carbon-free, 
£287 Os. Od. 

Ferro-tungsten.—80/85 per cent., 8s. 1d. per lb. of W. 

Tungsten Metal Powder.—98/99 per cent., lls. 1d. per 
Ib. of W. 

Ferro-chrome (6-ton lots and over).—4/6 per cent. ©, 
£77 Os. Od. to £81 Os. Od., basis 60 per cent. Cr, scale 
26s. Od. to 27s. 6d. per unit; over 6 per cent. C, £74 10s. Od. 
to £77 10s. Od., basis 60 per cent. Cr, scale 26s. Od. to 
27s. 6d. per unit; 2 per cent. C,* 1s. 74d. to 1s. 103d. per 
Ib. Cr; 1 per cent. C,* 1s. 8d. to 1s. 1ld. per lb. Cr; 0.15 
per cent. C,* 1s. 9d. to 2s. Od. per lb. Cr; 0.10 per cent. 
C,* 1s. 93d. to 2s. Ojd. per Ib. Cr; 0.06 per cent. C,* 1s. 94d. 
to 2s. 04d. per lb. Cr. 

Metallic Chromium.—98/99 per cent., 6s. 10d. per lb. 

Metallic Manganese.—94/96 per cent., 
£255 Os. Od.; 96/98 per cent., £285 Os. Od. 

Ferro-columbium.—65/72 per cent., Cb + Ta, 19s. 9d. 
per lb., Cb + Ta. 

Ferro-manganese (home).—-78 per cent., £73 Os. 0d. 


SEMI-FINISHED STEEL 


Re-rolling Billets, Blooms, and Slabs.—Basic: Soft u.t., 
£32 15s. 6d.; tested, 0.08 to 0.33 per cent. C, £33 15s. 6d.; 
hard (0.41 to 0.60 per cent. C), £34 17s. Od.; silico-manga- 
nese, £43 16s. 6d.; free-cutting, £36 14s. 6d. SremENns 
Mart Acip: Up to 0.25 per cent. C, £41 Is. 0d.; silico- 
manganese, £44 4s. Od. 


Middlesbrough, 


carbon-free, 





* Average 68-70 per cent, 


Billets, Blooms, and Slabs for Forging and Stamping. 
Basic, soft, up to 0.33 per cent. C, £38 10s. Od.; basic hard, 
over 0.41 up to 0.60 per cent. C, £39 12s. 6d.; acid, up to 
0.25 per cent. C, £43 4s. Od. 


FINISHED STEEL 

Heavy Plates and Sections.—Ship plates (N.-E. Coast), 
£42 2s. Od.; boiler plates (N.-E. Coast), £44 12s. Od.; floor 
plates (N.-E. Coast), £43 lls. 0d.; angles (N.-E. Coast), 
£39 16s. 6d.; joists (N.-E. Coast), £39 12s. 6d. 

Small Bars, Sheets, ete.—Rounds and squares, under 3 in,, 
and flats 5 in. wide and under, untested soft basic, 50 tons 
and over, £40 Os. 6d.; under 10 tons to 4 tons, £40 18s. 04,; 
under 4 tons to 2 tons, £41 3s. 0d.; hoop and strip, coils, 
£39 Os. Od.; uncoated strip mill coils, hot rolled, under 
3mm. to 12g., £44 16s. Od.; black sheets (hand mill), 24g., 
£58 14s. 6d.; galvanized corrugated sheets, 24g., £67 10s. 0d. 

Alloy Steel Bars.—1 in. dia. and up: Nickel, £68 10s. 0d; 
nickel-chrome, £99 lls. Od.; nickel-chrome-molybdenum, 
£111 19s. Od. 

NON-FERROUS METALS 

Copper.—Cash, £232 5s. Od. to £232 10s. Od. ; three 
months, £232 10s. Od. to £232 15s. Od.; settlement, 
£232 10s. Od. 

Copper Tubes, ete.—Solid-drawn tubes, 2s. 23d. per |b; 
rods, 247s. Od. per cwt. basis; 20 s.w.g., 282s. Od. per ewt. 

Tin.—Cash, £769 10s. Od. to £770 Os. Od.; three months, 
£769 Os. Od. to £769 10s. Od.; settlement, £770 Os. Od. 

Lead (Refined Pig).—First half February, £69 12s. 6d. 
to £69 15s. 0d. ; first half May, £70 7s. 6d. to £70 10s. 0d. 

Zine.—First half Fekruary, £73 5s. 0d. to £73 7s. 6d; 
first half May, £71 5s. Od. to £71 10s. Od. 

Zine Sheets, ete.—Sheets, 15g. and thicker, all English 
destinations, £108 5s. Od.; rolled zine (boiler plates), all 
English destinations, £106 0s. Od.; zinc oxide (Red Seal), 
d/d buyers’ premises, £94 Os. Od. 

Brass Tubes, ete.—Solid-drawn tubes, Is. 93d. per lb.; 
sheets to 10 w.g., 194s. 6d. per cwt.; wire, 2s. 73d.; rolled 
metal, 194s. 6d. per cwt. 

Brass (Brazing).—BS1400, B3 (65/35), £150; B6 (85/15), 
£203; BS249, —. 

Brass (High Tensile).—BS1400, HTB1 (30 tons), £188; 
HTB2 (38 tons), —; HTB3 (48 tons), £220. 

Gunmetal.—BS1400, LG2 (85/5/5/5), £185; LG3 (86/7/5/2), 
£195; Gl (88/10/2/4), £252; (88'10/2/1), £243. 

Phosphor Bronze.—BS1400, PB1 (AID released), £282 
per ton. 

Leaded Phosphor Bronze.—BS1400, LPB1 (1060), £207 
per ton. 

Phosphor Bronze Strip, etc.—Strip, 285s. 6d. per ewt.; 
wire, 4s. OJd. per lb.; rods, 3s. 33d.; tubes, 3s. 33d.; chill 
cast bars: solids 3s. 3d.; cored 3s.4d. (CHARLES CLIFFORD, 
LIMITED.) 

Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide x 
0.056, 3s. 93d. per Ib.; round wire, 10g. in coils (10 per 
cent.), 4s. 23d.; special quality turning rod, 10 per cent., 
4 in. dia., in straight lengths, 4s. 1d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 3d. per Ib. 
Antimony, English, 99 per cent., £190 0s. Od. Quicksilver, 
ex-warehouse, £74 Os. Od. Nickel, £600 0s. Od. Aluminium 
ingots, £180 0s. 0d.; aluminium bronze (BS1400), ABI, £227; 
AB2, £240. 
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Export Licensing Control Changes 


The Board of Trade announce changes in export 
licensing control which will substantially reduce the 
range of goods requiring licence. Effect is given to 
these changes in the Export of Goods (Control) Order, 
1959, which will come into force on February 16. The 
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DSIR Longer-term Grants 


Longer-term grants for special researches are to be 
awarded by the Department of Scientific & Industrial 
Research. These grants, normally limited to a maxi- 
mum of five years, may now be awarded for an initial 
period of up to seven years with the possibility of 








































n changes result from amendments to the list of goods continuing support for a further 10 years. The first 
a subject to an embargo on exports to the Soviet bloc  closing-date for applications is March 1 
oa and China and from the further measures announced The change in policy has been made to meet the 
' for the freer convertibility of sterling and certain needs of the more complex and expensive researches 
European currencies. which may require support for more than five years 
Export control is removed entirely from a number tg become fully established. When fully established 
vast), | of goods of which the following may be of interest to the support for these researches will be transferred 
floor readers: Coal, coke, virgin aluminium, mercury, mild- f-9m DSIR to the university, and arrangements are 
ast), steel sheets, nickel, silver and silver-alloys, ores and being worked out to simplify such transfer. The 
concentrates of copper and molybdenum, parts for four- — Pepartment is, therefore, willing to support for longer 
3 in wheel-drive vehicles, various electronic and precision periods outstanding investigators embarking on prom- 
er instruments, various atomic-energy instruments and ising researches for which their universities are unable 
Od appliances. Copies of the Export of Goods (Control) to make adequate provision. Details of the scheme 
oils, Order, 1959 (S.1. 1959 No. 161) can be obtained from are contained in the 1959 edition of “Notes on 
nde | Her, Majesty's Stationery Office, Kingsway, London, SIR Grants.” published in January by Her Majesty’s 
Mo W.C.2, and branches; price 1s. 5d. each, post free. Stationery Office. 
Od. 
0d.; _— 
um Mr. Joun Muir Martin, who died on. February 8, Mr. Davip Arnott, former vice-president and chief 
was managing director of J. Fyfe Donald & Company, surveyor of the American Bureau of Shipping, died 
Limited, ironfounders, Johnstone, Renfrewshire. He recently in New York. He was 80. A Glaswegian, he 
™ joined the can in 1901 and was appointed managing served his apprenticeship with the Fairfield Shipbuild- 
“mv director in 1928. ing & Engineering Company, Limited, and gained 
; The funeral of Mr. WILLIAM EDLESTONE ROE, chair- further experience with William Beardmore & Com- 
ib. man of Roe Bros. & Company, Limited, iron and pany, Limited. He went to the United States in 1918 
ay steel merchants, Tudor House, Norfolk Street, Sheffield, and became an American citizen in 1924. Mr. Arnott 
‘ag took place at Great Longstone Church on February 5. was widely known as a pioneer in the technique of 
ths, He was 72. welding in ship construction. 
6d. 
0d, 
d.; 
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Small Advertisements in this section of the 
Journal ve accepted at the prepaid rate 
of 15 words for 7/6d. (minimum charge) 
and 4d. per word thereafter. Box number 
advertisements 2/6d. extra. (Situations 
Wanted 2d. per word throughout.) 

Instructions with remittance must_ be 
received not later than first post on Mon- 
day for inclusion in Thursday’s issue, 
addressed to the Advertisement Manager, 
* Foundry Trade Journal,’ John Adam 
ones. 17/19 John Adam Street, London, 





SITUATIONS WANTED 





EPRESENTATIVE. Ferrous and 

Non-ferrous. Good connections, motor! 
car and all other industries, whole country. 
Conscientious; hard worker. Box RF480, 
Founpry Trapde JOURNAL. 


ON-FERROUS METALLURGIST and 
FOUNDRY MANAGER of repute, 
having extensive experience all forms of 
copper based castings and wrought pro- 
ducts, and their applications, offers _part- 
time services for special problems, relating 
to production, investigations, liaison, lay- 
outs, etc.—Box NF479, Founpry TRADE 
JOURNAL. 


NGINEER with practical Foundry 
_4 experience wishes to represent a 
foundry for all types of castings. First- 
class connection with works in London and 
Home Counties. Expenses and commis- 
sion. Box EW476, Founpry TRADE JOURNAL. 


FOUNDRY TRADE JOURNAL 
SITUATIONS VACANT—eontd. 


OUNDRY/WORKS MANAGER. Well- 
known Company require first-class 
man of proved experience, a good practi- 
cal outlook and ability to lead men, to 
manage one of their foundries in the 
London area; producing high duty engi- 
neering and alloyed cast iron for jobbing 
work up to 2 tons, and machine-made 
light castings. Successful applicant will 
be paid a realistic salary commensurate 
with responsibilities, and increasing with 
the prosperity of the Company. Oppor- 
tunity to join the board and further 
advancement within the group for_the 
man who makes the grade. Box FP47l. 
Founpry Trade JouRNAL. 








FOUNDRY MANAGEMENT 


A well known North of England 
company wishes to make a senior 
appointment in its foundry with view 
to promotion in due course to Foundry 
Management. 

Applications a-e invited from men 
between 28 anc 35 years of age, pre- 
ferably of graduate or equivalent 
status and who have h d sound training 
in foundry practice. 

Replies, which should give full details 
and which will be treated in strict 
confidence, should be address¢d to 


Box FM465, FOUNDRY TRADE JOURNAL. 

















OUNDRY WORKS MANAGER de- 
sires appointment preferably _ in 
Southern England. Primarily Metallurgist; 
many years control of foundry of national 
reputation specialising in high duty cast- 
ings of utmost diversity by quantity pro- 
duction and hand moulding methods. 
Would consider smallish foundry with 
ambitions if a personal interest permitted. 
Box FW481, Founpry TRADE JOURNAL. 





SITUATIONS VACANT 


OREMAN required for small Pattern 

L' Shop servicing mechanised and_job- 

bing foundries in the Midlands. Applicant 

must possess initiative and organising 

ability. Full details of past_experience to 
Box FR475, Founpry Trappe JouRNAL. 








OUNDRY MANAGER wanted for 
Newcastle upon Tyne Iron Foundry. 
Age 35/45, used to CO:, Dry Sand and 
Green Sand Moulding. Repetition and 
Jobbing Castings. Applicant should be 
capable of full control and able to increase 
output from about 40 ton per week. Write 
full details of experience, qualifications, 
age and salary required to Box FM478, 
Founpry TRADE JOURNAL. 





ALES EXECUTIVE required by North 
ie Midland Foundry producing mild and 
alloy steel castings. Excellent prospects 
for person with initiative and drive. Car 
provided. Good pension scheme in 
operation. Salary plus bonus. Write 
stating age, qualifications and sales ex- 
perience to Box SE483, Founpry TRADE 
JOURNAL. 





ETALLURGIST (28-35) required for 
pi modern mechanised steel foundry in 
the Yorkshire area. Experience in steel 
melting processes and general controls in a 
foundry essential. Combined practical and 
theoretical experience preferred to pure 
theory. State experience, age and salary 
expected. Box MR463, Founpry Trape 
JOURNAL. 








FOUNDRY MANAGER. 


OMPETENT and experienced man to 

/ operate a large production Iron 
Foundry in Midlands, employing several 
hundred personnel and producing high 
quality castings over a wide range of 
size and complexity. The job calls for 
intimate knowledge of foundry technique 
and production experience in_ top-class 
foundries, allied to personal drive and 
ability. , 

The position is permanent and secure 
with good future prospects. 

Applications, giving full details of career 
and salary range will be treated in 





strictest confidence. Box FM474, Founpry 
TRADE JOURNAL. 
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SITUATIONS VACANT—contg, 








Foundry Manager 


is required for leading Blacklieart 
malleable ironfoundry. _ Initially 
will work directly under the Works 
Manager, but will be required to 
take full personal responsibility 
within two Or three years. Must 
have a sound practical experience 
and a technical background, and 
preferably near the age range of 30- 
40. Generous pension scheme, 
Reply giving a full history of ex- 
perience and all details of present 
position to SHOTTON Bros. Limitep, 
Manchester Street, Oldbury. + 











)}NERGETIC REPRESENTATIVE for 

4 London and Home Counties required 
by progressive and rapidly expanding 
small Foundry. The successful applicant 
will have a sound existing commission to 
which we _ will add_ several lucrative 
accounts. Generous rate of commission, 
Box GO468, Founpry Trape JOURNAL. 


M* ETALLURGISTS required by Ley- 
.— land Motors Ltd. at their Farington 
Foundries. Initially, duties will be to 
take control of metal melting in cupolas 
and mains frequency ome making high 
duty cast iron, and of_arc furnaces melt- 
ing steel for castings. Previous experience 
of this type of work would be an 
vantage, but is not essential if, an appli- 
cant is otherwise suitably qualified. The 
positions offer excellent opportunities for 
energetie young men seeking experience. 
Good working conditions. Applicants who 
have completed their national service, and 
are willing to undertake shift work should 
write to CnHier Merattureist, Leyianp 
Motors Lrtp., Leyland, Lancs., stating age 
and giving full particulars of training 
and experience and giving any other rele- 
vant details. 








practice. 


etc. 


equivalent. 


man’s experience. 


Superannuation Scheme. 





Foundry Engineer 


Foundry Engineer required for the Research and Development Depart- 


ment of large Midland industrial organisation. 
study of various problems in the manufacture of Ferrous and Non- 
Ferrous castings involving the plant, production techniques and foundry 
Practical experience should include some fields of production 
engineering, practical metallurgy, foundry equipment, development work 


Technical qualifications not less than Higher’ National Certificate or 
A Diploma of the National Foundry College is an advantage. 
Age range envisaged but not essential, about 23 to 28. 

Enthusiasm and ability to learn and also to persuade production personnel 
to to adopt new techniques, our prime qualities. 


At reasonable period of training will be given to round off the selected 


Salary according to age, experience and ability. Good working conditions. 
Apply to:— 
Director of Research, Rubery, Owen & Co. Ltd., 
P.O. Box No. 10, 
DARLASTON, Wednesbury, S. Staffs. 


The work involves the 














